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Generally Speaking 
Expansion 


In the Statement circulated with the Annual 
Report for 1960, issued by De Beers Consolidated 
Mines, Ltd., the Chairman, Mr. Harry Oppen- 
heimer, has made several interesting announce- 
ments. One of these concerns the intended 
re-opening of the De Beers Mine itself, which 
has been closed for the last fifty-three years. 
The cost of re-opening the mine will be in the 
neighbourhood of £1,500,000 but it is hoped 
that some recovery will begin in about two-and- 
a-half years’ from now, and that the mine will be 
in full production by 1966. Improved methods 
of recovery make it possible to work this mine 
economically, and its output will help to offset 
the reduction in output from the other working 
mines as they get deeper, and so more difficult to 
work. 

In addition to this, the new recovery plant at 
the Premier Mine will work over the old tailings, 
and here again, the improved recovery methods 
should show a substantial profit. 

Further Education 

A member of the staff of this Journal, having 
recently had occasion to purchase a piece of 
glass, was surprised to see that the workman cut 
it with a glass cutter of the steel wheel type and, 
on making some slight comment on his not using 
a diamond cutter, received the reply that it was 
impossible to get a straight cut with one of these. 
This is, of course, complete nonsense, and only 
serves to illustrate the extraordinary degree of 
ignorance of every type of diamond tool, from 
the simplest to the most complex, which is only 
too frequent throughout industry generally. 
There is little doubt in our minds that the best 
and most effective promotion of diamond tools 
would be brought about by an intensive drive 
for further education on the proper use of 
diamond tools throughout the engineering indus- 
tries, beginning with the technical training 
schools, so as to accustom the young recruits to 
the use of this type of equipment. 


ADAMANT. 
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Application of Industrial Diamonds IV 


Dressing Diamonds for Grinding Wheels 
By H. J. Otterloo 


Introduction 

The dressing or profiling of grinding wheels is 
one of the many operations which must be 
carried out almost exclusively by means of 
diamonds, if the work is to be at all accurate. 
The coarser grinding wheels, such as those for 
fettling castings, etc., are never trued with the aid 
of diamond tools. Also vertical and horizontal 
surface grinders, which have segmented grinding 
wheels, would never be trued by means of 
diamonds. But in the production departments, 
with their centreless and conventional cylindri- 
cal grinding machines, and in the numerous 
grinding processes in the tool-making shop it is 
essential to carry out not only the profiling, but 
also the ordinary dressing of wheels by means 
of diamonds. There are practically no work- 
shops at all, where diamonds are not used in 
conjunction with grinding. As already mentioned 
previously in connection with the production 
of diamond grinding wheels, there are many 
factors, during manufacture and also in produc- 
tion work, which affect to a considerable extent 
the efficiency of the grinding wheel. The investi- 
gation of all these factors enables us to reduce 
the risk incurred in selecting a new diamond 
grinding wheel. Just as we have much experience 
available in the use of diamond grinding wheels, 
we have also plenty of experience in the use of 
dressing diamonds. Here again there are 
many different important factors, which are 
regarded as very important by the users, if top 


Fig. 1. 


efficiency is to be reached in the use of these 
fairly expensive dressing diamonds. We shall 
not consider here in more detail the question 
of selecting the various types, because this would 
take us too far. We shall confine ourselves to 
stating that there are in practice three different 
types of dressing diamonds to be considered, 
viz., carbonado, ballas, and bort. Carbonado 
is a very hard type of diamond, but sensitive to 
heat, also the other types of diamond do not 
stand up to heat.* As regards the properties of 
the various types, there is little to be said, 
because there is already quite a lot of difference 
in the properties within the various grades, the 
properties depending on the mine where the 
diamond had been found. Here again we must 
have confidence in the supplier of the diamonds 
for the tools. If we nevertheless wish to exert a 
certain supervision, we can mount a diamond 
of known hardness in a brass block. Each new 
dressing diamond whose hardness is to be checked 
can now be rubbed on the testing diamond and 


the resistance to scratching resulting from the 
rubbing together of the two diamonds gives some 


indication of the hardness. The quantity of 
material scratched off is also a measure of the 
hardness.t In practice it has been found that this 
method provides all the necessary data. Many 
other methods have become known for the 
testing of the hardness of diamonds, in the course 
of the years, but we shall not consider them here 
further. At the end of this chapter we shall also 
discuss a checking method for dressing diamonds, 
which enables us to ascertain fairly accurately 
the grade of any given diamond under practical 
conditions. Also the shape of the dressing 
diamond may vary quite considerably, and Fig. 1 
shows a general review of some dressing-diamond 
ae as well as of the diamonds used for these 
tools. 


Various holders for dressing diamonds 
We shall now discuss some individual shape: 
of dressing-diamond holders, the mounting o 
the diamonds, the setting of the tools, and thei 
correct position with respect to the grindin 
wheel, with some general notes on the productio: 
of these tools. 
* This is not wholly true: diamonds are in fact remarkab! 
resistant to thermal shock. 
+ There is more variation in the hardness of diamond wit 
the direction of attack than with its origin. Ed. 
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In certain cases, for instance, for the truing of 
grinding wheels on cylindrical and centreless 
grinding machines, it is advisable to use only 
dressing diamonds with one point. The fact is 
that numerous practical tests have shown that 
multi-point tools or other types of dressing tools 
are not very suitable for this type of machine. 
Since very accurate work is required, to an 
accuracy of only a few microns, with a definite 
surface quality, this can be achieved only by 
making the grinding wheel dead sharp. It can be 
regarded as known that diamond cuts through 
the abrasive grains, and in the case of multipoint 
diamonds there is a possibility that the shank 
material may foul the face of the grinding wheel, 
with deleterious results for the grinding process. 

Fig. 2 shows a “‘ Diastella ’’ dressing diamond, 
with a large number of small diamonds, so that 
all the time new diamond points engage the 
grinding wheel during the dressing process. The 
type shown in Fig. 2 can be supplied with one or 














Fig. 4. 
everal layers of diamonds. In the case of wide 
srinding wheels, when it is not necessary to 
rind to an accuracy of microns, these dressing 
ools are very satisfactory. The same type is also 
vailable for hand use, as shown in Fig. 3, and 
t should be noted that in this case there is less 
isk of damage, and it is clear that this type of 
ressing diamond can be used only for flat work, 
ot for profiling. The type shown in Fig. 3 is 
ommercially available under the name ‘‘ Dia- 
ulti.” 

Fig. 4 shows the ‘‘ Diabloc,’”’ which is mostly 
sed in the toolmaker’s shop, when the flat faces 
grinding wheels have to be trued many times; 
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Fig. 3. 


dished grinding wheels have also to be trued 
along their side faces. If the block is properly 
supported on the toolholder, the faces can be 
trued quite accurately, otherwise this would 
have to be done by means of Carborundum or 
steel wheels. Diamond is certainly more expen- 
sive, but produces better results. These diamond 





Fig. 5. 
tools are supplied with one or two side edges 
fitted with diamonds. The diamond-fitted heads 
are made interchangeable. 

The multi-point dressing diamond tool of 
Fig. 5 has actually only one working point, so 
that it is not necessary to take the resetting of 
the diamond tools into account. Although this 
diamond tool can be used for profiling as well 
as for normal truing, this particular tool has the 
disadvantage that the shank material may get 
on the grinding surface, but owing to the fact 
that it is not very vulnerable, it is a very useful 
dressing tool. The ‘‘ Diadisco,’’ Fig. 6, which is 
very similar to the type shown in Fig. 4, can also be 
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Fig. 6 (left). 


Fig. 8 (right). 


Figs. 6 to 10 are various 
holders for dressing 
diamonds. 





compared with a normal single-point tool, 
because in this case there is again only one point 
working at any time, but these points cannot be 
adjusted so well, as we shall see below. For 
special purposes, and for the dressing of external 
surfaces or flat faces, these tools are used. 

Fig. 7 shows the ‘‘ Dialigne,’”’ with three dia- 
mond points, for the dressing of flat grinding 
faces; a very useful tool under certain conditions. 

Fig. 8 shows the ‘‘Continu”’ tool, whose 
name indicates already its special uses; it is in 
some ways comparable with the one shown in 
Fig. 5. Here again no resetting is necessary, and Fig. 10. 
the holder with the diamond is used until it is 
entirely worn down. Once the tool has been 
correctly set with respect to the grinding wheel, 
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it is only necessary to turn the diamond point 
after a certain number of dressing operations, so 
that a new point is being formed. Fig. 9 shows 
a dressing diamond used exclusively for the 
profiling of radii. These diamond points are 
still somewhat difficult to use for small radii. 
This problem can be solved by discussing the 
matter thoroughly with the manufacturer. This 
tool is commercially available under the name 
of ‘‘ Diaprofil.” A similar type is shown in 
Fig. 10, it is called ‘‘ Diashape,’’ and used 
exclusively for screw-thread grinding machines; 
various models of this tool are available. 

The clamping of the dressing tool with respect 
to the grinding wheel is also an important matter, 
and a factor with much influence on the life of 
the dressing diamond. Although we shall discuss 
this matter again in some more detail in the next 
chapter, we can recommend here a special 
dressing-diamond toolholder made by Lunzer, 
because this type of holder overcomes many 
difficulties often encountered with normal tool- 
holders. We shall see below that a diamond 
tool must be set in a definite way with respect 
to the grinding wheel. In the case of the Lunzer 
toolholder this is done in a perfectly simple 
manner. Fig. 11 shows the most stable position 
we - diamond with respect to the grinding 
wheel. 





Fig. 12 shows the holder in position for the 
iressing of the wheel of a normal surface grinder. 
t is obvious that various different combinations 
nd adaptations are possible, and Fig. 13 shows 
1e setting up for a cylindrical grinding machine. 

Fig. 14 shows the method of indexing the 
unzer dressing attachment. There is one dis- 
lvantage that has to be mentioned here, and 
iat is that the diamond has to be held in a 

ther expensive holder, but this could be over- 
me by a modification of the design. 


ie setting of the dressing diamond in its holder 


Many people think that the setting of a dia- 
nd for the dressing of grinding wheels can be 
tried out in their own workshop, and this 
sularly results in disappointment, because one 
rturally not only must have some experience 
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Fig. 13. 
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in this matter, but the appropriate equipment 
must also be available. However, we shall 
explain here in more detail the correct method. 
When the manufacturer has selected the correct 
type of diamond according to Fig. 15, the diamond 
cutter indicates on this diamond the appropriate 
point a (Fig. 16), which must be facing forward 
in the holder. The setting department will know 
how to arrange this. In the setting department 
there is a large stock of holders (Fig. 17). In a 
holder 1, chamber 4 is filled two-thirds with 
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Fig. 17 (left). 








Fig. 19 (below). 


85/15 bronze powder (melting point 1650- 
1850°F). Diamond 3 is put into it, with the 
marked point upward, the remainder of the 
space is filled up with graphite powder 5. Then 
the pressure piece 2 is placed on holder 1. The 
entire assembly is now placed in a press, and kept 
under a pressure of 15000 Ib/in?. After this pre- 
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liminary work, the pressed tool is taken out 
(Fig. 18), placed in another press and electrically 
heated to 1650-1850°F, and sintered as shown in 
Fig. 19. When the holder has cooled down after 
this operation, the pressure piece is removed. 
The graphite powder is knocked out, so that the 
diamond point becomes visible. In most cases 
this point will no longer be in its original position, 
but will have moved into the line A-B in Fig. 18. 
In order now to place this point into its correct 


_ position, viz., the centre-line of the holder, this 


sintered piece is placed into a three-jaw chuck of 
a lathe (Fig. 20). It is clamped in such a way that 
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Fig. 20. 


the centre-line A-B passes now through the 
diamond point. With some experience, the 
machining can be done quite safely. Only if the 
diamond point has been displaced too fa 
during this sintering 
process, this operation 
will be useless, and the 
diamond has to be 
melted out, after which 
the"process,is repeated. 


> 


Fig. 22 (right). 
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The clamped holder is now turned down to about 
#” dia., it is placed in a collet chuck and turned 
down as shown in Fig. 21. We have now reached 
the stage where this piece can be brazed into the 
holder, for this purpose silver solder with a 
melting point of 400-500°C is used. After a 
final finishing-turning operation, the diamond 
tool is ready for delivery (Fig. 22). A well-set 
diamond tool will not become loose or vibrate 
while it is in use, and the supplier should be 
able to reset it four or five times. This means, 
when a dressing diamond tool as shown in Fig. 
22 has been purchased, with one point, and a 
diamond of a given carat size, this tool can be 
returned to the manufacturer 4 or 5 times, so 
that the blunt point can be reset, and a well- 
cutting point is obtained. This is again a matter 
of confidence between customer and supplier, 
because the customer has no means of checking 
the supplier’s ability, except by testing the tool 
in practical work, but then the efficiency of the 
tool can be ascertained quite quickly. The re- 
setting is carried out by the supplier of the dia- 
mond at such a low price, that it is not econo- 
mical for the customer to carry out the work in 
his own workshop, unless the special equipment 
and the experience necessary for this work is 
available. However, it happens often in tool- 
makers’ shops that a special and very small 
profile has to be prepared, which cannot be 
done by the available profile diamond tool. 
Diamond scrap or similar material from one’s 
own workshops such as splinters of diamond 
tools, or old rejected models can be used quite 
successfully for this purpose, but here again 
some experience is essential. The difficulty 
resides particularly in the fact that during the 
heating of the holder with the brazing material 
it is difficult to keep the diamond point in its 
correct position, and some skill is necessary to 
achieve this result. 


Correct position of the dressing-diamond tool with 
respect to the grinding wheel 


The correct selection of a diamond tool is not 
a very difficult matter, unless the tool is expected 
to serve for a certain special purpose, but it is 
more difficult to select the correct position of 
the diamond point with respect to the grinding 
wheel. This is a particularly important matter 
in connection with automatic dressing. Auto- 
matic dressing is employed mostly in conjunc- 
tion with production machines, where the holder 
is firmly clamped in the machine, and the feed 
and setting are carried out automatically. In the 
first place one has to make sure that the holder 
is set so that it does not vibrate. When this has 
been achieved, care must be taken that the tool 


INDUSTRIAL DIAMOND REVIEW 


May, 1961 Vol. 21 


is correctly set. This is naturally applicable to 
all kinds of truing work. Fig. 23 shows a position 
of the diamond tool which must never be em- 
ployed. Due to the vibration during the dressing 
operation, the diamond penetrates into the 
wheel, and this may result in fracture. The 





Fig. 24 (below). 





correct position is shown in Fig. 24, because in 
this case the diamond point is forced away from 
the wheel, so that fracture is avoided. Fig. 25 
shows another position which must never be 
used. The diamond point will soon become 
blunt during the dressing of the grinding wheel, 
and the wheel will be clogged. This difficulty is 
only partly remedied by putting the diamond 
point below the centre-line. | Unfortunatel\ 
there are still many grinding machines arranged 
in such a way that one gets the impression that 
little attention has been paid to the positionin; 
of the diamond in accordance with its mos’ 
efficient position, as shown in Figs. 27 and 28 
In Fig. 27 the centre-line of the holder is at ai 
angle 8 of 12-15° (projected on a vertical plane) 
In the horizontal plane, as shown in Fig. 28, th 
centre-line is displaced by 8-10° (y). If th 
holder of the diamond tools is placed in thi 
way with respect to the grinding wheel, we ar 
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Fig. 25 (above). Fig. 26 (below). 
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a position to turn the diamond by 20-25°, 
hen it has been blunted by having been used 
veral times, and in this way we are forming an 
rtificial point, as shown in Fig. 29, which 
creases the life of the dressing diamond to a 
ynsiderable extent. One of the major advan- 
xes of the Lunzer holder is that it obviates the 
arking of the head of the diamond holder with 
legree scale. 

When the diamond has been in use so long 
it the point has become blunt, it is turned 
the requisite number of degrees, in order to 











Fig. 27 (above). 


Fig. 28 (right). 


Fig. 29 below. 





form a new point. 
This can be done 
about 5 or 6 times, so 
that an artificial point 
is formed, as shown in Fig. 29. It is clear that in 
this way the life of the diamond can be increased 
quite considerably, and one has always a good 
sharp diamond available, which improves the 
dimensional accuracy and surface quality of the 
wheel. The used diamond is given in this way an 
artificial point, which enables it to be used for 
certain plane dressing work. Figs. 30 ‘a,’ ‘b,’ 
and ‘c’ show at ‘a’ the new diamond, at ‘b’ 
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Fig. 30 (above) 





— 





the diamond has been ground flat, because it 
has not been put in a certain angle, so that its 
life is unnecessarily shortened, while at ‘c’ the 
diamond has not only been incorrectly set, but 


415° 


Fig. 32. 
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has been in service too long, so that even the 
holder has been marked and some valuable 
diamond points have disappeared. One cannot 
blame the supplier, if he could not reset the 
diamond 4 or 5 times, in this case the diamond 
could be reset only perhaps once or twice. 

Figs. 1-10 show various types of diamond 
holders, but we have not yet discussed the 
taper. In practice it seems that the tapered 
holder with No. 1 Morse taper is the most 
suitable one. The fact is that this type of holder 
with a tapered shank cannot be loosened by 
vibrations, and is always held so as to prevent 
vibration, while at the same time other require- 
ments are also met. For instance, the holder is 
stable, etc. Naturally, a tapered holder should 
be arranged on each machine, in the position 
as shown in Figs. 27 and 28. There is one 
difficulty with the taper, and that is if the dia- 
mond holder is clamped very firmly, it cannot 
be released again, because the holder should 
always be put as deeply as possible into the 
socket, so that one cannot grip it in order to 
turn it loose. A simple and quite satisfactory 









Fig. 33. 10 
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solution to this problem is presented by the 
flat key shown in Fig. 31. The gap of the key 
fits accurately into the front edge of the diamond 
holder, so that it can not only be turned quite 
easily, but can also be taken out. A range of 
these keys is made of high-tensile material, about 
170000 pi. The disadvantage of diamond holders 
with straight and parallel shanks is not only that 
they are never quite firm in their socket, but the 
shank may also be damaged by the fixing screws. 
If we take care that the appropriate keys and 
spanners are available on the grinding machine 
for the releasing of the diamond holder, each 
grinder will soon get used to working with a 
tapered diamond holder. 

In Figs. 32 and 33 we have shown a few more 
holders which have been found to be very useful 
in the toolmakers’ shop. Fig. 32 shows a holder 
for normal surface grinders or universal grinders, 
where the diamond is put in its correct position. 
The holder of Fig. 33 is intended for the same 
work, but for dressing the side edge of the 
grinding wheel. 


Some general hints for the use of diamond dressing 
tools 


The selection of the correct type of diamond 
and the correct positioning is not enough, the 
user must also follow certain instructions, 
which we shall briefly summarise here: 
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The dressing diamond must be set up with 
greatest care. The holders must be clean, and 


must not project too far. 


Vibrations due to 


loose holders or other causes lead to fracture. 


Care must be taken to ensure that the holder 
in its correct position with respect to the 
grinding wheel, particularly if the wheel is 
not firmly fixed in the machine, for instance, 
as in universal tool grinders. 

Any impact of the diamond on the grinding 
wheel must be avoided. Usually one would 
follow one’s sense of touch, and this is also 
the best way for the skilled man. 

Diamonds should not be used for eccentric 
wheels or other wheel types as mentioned 
above, such as fettling wheels, segmented 


wheels, etc. 


If the diamond can be cooled, it should be 
given plenty of coolant, otherwise it should 
be left dry, but on production machines 
cooling is necessary to prevent overheating 


and fracture of the tool. 


Rough truing can be carried out with a deep 
feed of up to 0.04 mm, with a fairly low speed. 
Then finishing with a feed of 0.01 mm and at 
a finishing speed, the feeds will have to be 


found by experience. 


Care must be taken to ensure that the diamond 
is turned round in good time, and in the 


(1b ©) el—3 4 


1D t=heelosale! 
Proaucts 


THE MOST COMPLETE LINE IN OUR HISTORY of dian 


Nat 



































96 


case of special holders, like the Lunzer holder, 
one should observe the index or degree j, 
scale. If the diamond is used too long in one 
position, one or several valuable points may 








INDUSTRIAL DIAMOND REVIEW 


be destroyed, and the work will not turn out 
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particularly important in toolmakers’ shops. 
Take care to check the diamond tools regu- 
larly, and to have them reset in good time, 
to increase their life. 























so good. Carat size of dressing diamond tools 

h. Whenever possible, use holders with a The unit of weight of diamonds is the ‘‘ Carat ”’ 
special stop like Lunzer’s holder, which of 0.2 grams. It is no simple matter to ascertain 
simplifies the displacing of the diamond for the carat size of truing diamonds, if one has 
the formation of an artificial point. not much experience in this matter. We shall 

i. Hard and finely grained grinding wheels’ give here some simple directives which will be 
require a sharp diamond point, as otherwise good enough for practical purposes. For a 
the diamond will only be blunted; this is smaller grinding wheel one would naturally use 

Fig. 35. 
Checking card for No. C 9783 diamond 

upplier Received Carats To be used for Resettings 

X Ltd. 4=-5=59 1.75 20"dia.wheels J60; 4 x 

Radius Colour Type Top angle e Hardness 

0.5 mm yellowish Carbonado 115° 2 





Checking report 





Diamond gives a good impression. 

Good structure, no blisters or tears. 
Slight crater formation at 'a', may 
give rise to tears. 
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_m/c | 
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less gr. 6=-9-59 Excessive 11-12-59 | 12-12-59} 22-12-59 
Do. 5-1-60 Piece broken} 2- 2-60 2— 3-60} 10- 4-6C 
out, reason 
not known | 
Cyl.grd.| 15_5_60 Normal wear [15- 9-60 | 10-10-60] 20- 1-6( 
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a smaller diamond than for a larger one. If now 
a diamond which is too small is used for a 
large grinding wheel, much heat is being devel- 
oped, and the diamond cannot stand up to the 
high pressure, and fractures. If a large diamond 
is used for a small grinding wheel, there should 
be no difficulties arising from this fact, except 
that this is not an economical practice. 

Fig. 34 shows graphically how the carat size 
can be ascertained from the various stone 
diameters. These data have been compiled by 
various experts and institutes, and the following 
notes should be observed in this connection. 
Line 1 has been taken from American Abrasive 
Handbook, Line 2 from a fairly old paper pub- 
lished in the American Machinist. Line 3 has 
been supplied by the German Fortuna Werke. 
Line 4 has been obtained from the Werner A. G. 
and line 5 from a firm supplying diamonds. 
On checking these data in practical work over a 
long period, it appears that lines 4 and 5 must 
be regarded as very low, and cannot really be 
used. The other lines can be regarded as prac- 
tically reliable, in particular lines 2 and 3 may be 
preferred. It will take us too far to go more 
deeply into this matter of ascertaining the 
carat size, we shall therefore conclude with the 
nformation that 0.8 to 1 carat would be adequate 
for the dressing of diamond wheels in the 
toolmaker’s shop, and on universal tool grinders. 
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However, for centreless and other large cylind- 
rical grinding machines a size of 1.5-2 carat is 
more advisable, since the grinding wheels of 
these machines may have a diameter of 500 mm 
(20 in.) or more. 


Checking the dressing-diamond tool 


If we now want to check the tools in our shop 
in order to find their utilisation and efficiency, 
we must follow certain definite rules. The tools 
should be handed out by and handed in to a 
central point, under the supervision of the 
management. When one has enough infor- 
mation on the requirements and on the actual 
operations, one can draw from it the necessary 
practical measures. One would start with a 
simple microscopic examination, to examine the 
structure and service condition of the diamond. 
Any blisters or tears can be seen directly. All 
these points are listed on a checking card, as 
shown in Fig. 35. A sketch on this card is also 
recommended, since no two diamonds have the 
same shape. One would note here also the date 
on which the diamond has been received, 
handed out to the users, and on which machine 
it has been used. The return of the dressing 
diamonds to the central point provides also an 
opportunity to issue instructions, if the diamonds 
have not been used correctly. The dates on 
which the diamond was returned for resetting is 
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also noted, so that these cards represent a 
complete case history including all the facts 
regarded as necessary, and the performance of 
the diamond can be followed accurately. The 
data on these cards compel the examiner to 
operate carefully, so that he becomes in general 
more acquainted with this particular field, and 
he can pass on his experiences to the users. 
This section can train the grinders in the use 
of diamond tools, they will only be grateful for 
special training. It is not very pleasant for : 
grinder to be held responsible under certai 
conditions for a fracture which could have beer 
avoided by a more careful preliminary examin 
ation. Also the supplier will welcome thi 
follow-up work on his tools, and the relation: 
between supplier and user will be improved. 


Fig. 34 (left). 





Utrecht Spring Fair, 1961 


by our own Correspondent 


The Spring Fair at Utrecht this year, held i 
premises that have been considerably enlarge: 
during the last twelve months, had as its mai 
theme the subject of ships and ship building 
This, of course, entailed the exhibition in a larg: 
amount of ancillary equipment, including machin 
tools with a far wider application than mer 
ship building. 
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As so often happens at exhibitions of this sort, 
there was a disappointingly small representation 
of diamond tools in any form and, indeed, the 
only diamond tool firm showing on its own 
account, was that of D. Drukker & Zn., N.V., of 
Amsterdam. 

Drukkers’ stand, which is shown in the illus- 
tration to this article, was extremely well arranged, 
and included both a static show, consisting of a 
wide selection of rough diamond, diamond tools, 
ind polished diamonds and, in addition, a 
working demonstration of machines using dia- 
nond tools. The demonstrations, given by the 
yperators of these machines—a lathe, a grinding 
machine, and a concrete drilling machine— 
ittracted a great deal of attention, and Drukkers’ 
staff, who were manning the stand, were kept 
ccupied, answering queries and explaining in 
yreater detail the range of their equipment. 

The stand was arranged with the working 
lemonstrations in a central enclosure, with the 
tatic display at the sides and behind. This 
illowed free circulation of visitors who wished 
to look at the latter, without interference from 
he onlookers at the demonstration. 

A number of microscopes was also provided, 
"yy means of which, visitors could examine 
amples of rough diamonds which, for conveni- 

nce and safety in handling, had been mounted 
n clear, synthetic resin blocks. 

The rest of the exhibition, although well 
rranged, and impressive in itself, had little to 
interest those concerned with diamond tools, 
lthough many opportunities for the exhibition 
‘f such equipment undoubtedly existed. 
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Planning in Ghana 


Speaking at the opening of new buildings of 
the Geological Survey Department in Accra, 
Ghana, recently, the chairman of the Develop- 
ment Secretariat, Mr. E. Ayeh-Kumi, stated 
that its work was not well known to the public 
in spite of the fact that it had made a distin- 
guished contribution to the economic develop- 
ment of Ghana over the years. It was the 
Geological Survey Department which discovered, 
among other things, the diamond fields of the 
Birim valley and near Tarkwa. All the minerals 
now worked by private enterprises and in- 
dividuals were, with the exception of gold, first 
discovered and surveyed by the Department. 


Mr. Ayeh-Kumi, explaining that Ghana needs 
new industries, new mines, and new sources of 
power, said that these and other projects depend 
on the work of an efficient Geological Survey 
Department and the Government had decided, 
under the Second Development Plan, on the 
expansion and improvement of the Department— 
which was established as long ago as 1913—to 
meet present needs. 


Pointing out that, whereas companies were 
ready to mine diamonds and manganese ore 
soon after their discovery, a number of years 
passed before bauxite was mined and that the 
Volta hydroelectric scheme is only now becoming 
a reality, Mr. Ayeh-Kumi stressed that research 
alone is not enough but that it must be followed 
by energetic development, such as is now being 
pursued. 








THE HENDERSON 
DIAMOND TOOL COMPANY LTD., FOR 


43-45 ALLESLEY OLD ROAD, COVENTRY 
Telephone : Coventry 75617 


MANUFACTURERS OF DIAMOND TOOLS. 


TOOLS 


SPECIALISTS 
MADE TO 
CUSTOMERS 








ALL TYPES OF ABRASIVE DIAMOND TOOLS OWN 
RESET AND RETURNED WITHIN 48 HOURS 
OF RECEIPT AT THE ABOVE OFFICE. 


REQUIREMENTS 






















100 





CLASSIFIED ADVERTISEMENTS 


2d. a word, minimum 4/-. Box Numbers | /- extra. 
Address Box No. replies to : N.A.G. PRESS, LTD., 226 Latymer 
Court, London, W.6. 





TIME RECORDERS.—Sales—Rental Service. Tel. HOP. 
2239. TIME RECORDER SUPPLY & MAINTENANCE CO, 
LTD., 157/159 Borough High Street, London, S.E. |. 





MR. M. DAVIDSON, F.S.M.C., qualified opthalmic 
optician, is in constant attendance, for sight-testing and 
dispensing of optical prescriptions, at the HATTON 
OPTICAL CO., 19 Hatton Garden, E.C.1. (Tel. HOL 8193). 
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EXPERIENCED industrial diamond polishers required for 
new factory in Midlands area. Permanency. Pension 
Scheme, top rates and 40-hour week. BOX 2113. 


FOREMAN industrial diamond polisher to take charge 
department in new factory in Midlands. Strict confidence 
observed. BOX 2114. 


HABIT REGRET that they are unable to re-set a diamond 
for a charge of 3s. 6d. per tool—certainly not free, because 
the Works cost, without profit, is 6s. 6d. for the most 
straightforward tools. HABIT Diamond Re-setting tech- 
niques and processes are equal to the best anywhere in the 
world—in other words, You want the best and—we Habit 
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in the appropriate subject divisions. 


Special Issue 


This month’s issue will contain a far greater proportion of trade literature than usual which 
will, therefore, not be put in a section of its own but will be included with the abstracts and placed 





DIAMOND MINING AND INDUSTRY 


Mining a vertical kimberlite fissure at Star Diamonds 
(Proprietary) Ltd 

H. F. Allan. J S Afr Inst Min & Met 1961 Vol 61 (6) 

pp 310-318 (Jan) 
The Star Diamond Mine has for several years been 
producing relatively small gemstones of very high 
quality and good colour. A high proportion of the 
diamonds recovered consists of chips or blocks with 
boart constituting less than 5% by weight of the total 
caratage. The article discusses the shaft system, 
development layout, stopping methods, ventilation 
arrangements, treatment and _ security, and _ gives 
production statistics for the year ending June 30, 1960. 
6 illustr. Ebb Hd.361 


Experiment in using the induction method for defining 
the surface boundaries of kimberlite pipes. Essai 
d’emploi de la méthode par induction pour délimiter 
les cheminées de kimberlite dans le plan 

G. D. Balakshin, P. N. Men’shikov. Prospection et 

Protection du Sous-Sol 1960 (8) pp 53-55 (Aug) (In 

French, original in Russian) 

Yakutian kimberlite has been found to contain 
considerable quantities of magnetic material, this 
lending itself to magnetic prospecting. It has been 
found however, that non-kimberlite pipes can also 
produce magnetic anomalies which have made it 
necessary to use other geophysical methods in 
conjunction with the magnetic method. Because of this 
the induction method was used and its application is 
explained. 2 illustr. 

4 Ebb.12.1456.332 


Diggers still shovelling—still hoping 
Anon. Diamond News 1961 Vol 24 (5) p 3 (Feb) 

The case for granting more payable ground to alluvial 
diamond diggers is outlined and supported by the 
enarterly report of the Nooitgedacht diggings. 

E Ebc Hd.145.361 


Modification of a diaphragm jig to treat large tonnages 
of diamond bearing kimberlite 
R. G. Weavind, D. F. C. McLachlan. J S Afr Inst Min & 
Met 1961 Vol 61 (6) pp 325-332 (Jan) 
Because the jigs at Premier treat—2 mm kimberlite at 
a very high feed rate it was found necessary to modify 
them to maintain an efficient minerals separation. The 
accuracy of the separation was deduced from the 
behaviour of radio-active diamond tracers in the jig. 
3 illustr, 1 table. K Ebb Hf Pu 


Diamond : Republic of the Congo 

Anon. Min Tr Notes 1961 Vol 52 (2) p 9 (Feb) 
The Sociéte Miniére du Bécéka is said to have 
resumed diamond mining operations suspended in 
August because of tribal warfare at Bakwange in Kasai 
Province. In the area near Tshikapa, however, the 
Société Minigre du Luebo and the Sociéte Miniére de 
la Lueta, both affiliated to Forminiére announce that 
they expect a total closing of their installations in 1961. 
K Eb Hd.365 


Record diamond production in Tanganyika for 1959 
Anon. Diamond News 1961 Vol 24 (5) p 18 (Feb) 
The official review of diamond mining in Tanganyika 
for 1959. E F.13.364 


Mining miscellany : [Sierra Leone prospecting agreement] 

Anon. Min J 1961 Vol 256 (6546) p 133 (Feb 3) 
The chief geologist of the Diamond Corporation 
Sierra Leone and the chief consulting engineer of Anglo 
American Corporation have arrived in Sierra Leone 
reports Barclays Bank, ODC, in connection with the 
prospecting agreement for gold, platinum and diamonds 
signed with the government in July 1960. The Diamond 
Corporation Sierra Leone is to bear all expenses of 
prospecting and if it finds economically workable 
deposits, the government has agreed that mining rights 
will be granted in the future to any other company, 
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with the proviso that the government can acquire 
shares in any company formed to exploit such deposits. 
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Al22 PROPERTIES OF DIAMOND 
Basutoland kimberlites 
J. B. Dawson. Nature, 
(Feb 11) 
Since 1954 a prospecting programme for diamonds in 
the British Protectorate of Basutoland has led to the 
discovery of a new predominantly basaltic kimberlite 
province to the east of the macaceous kimberlite 
province in the Orange Free State of the Union of 
South Africa. The kimberlites are intruded into Karroo 
sediments and lavas and comprise both dykes and 
diatremes. Petrographically the kimberlites are similar 
to kimberlites in other parts of South Africa. Some 
results are given of spectographic analyses and further 
data are to be published shortly. 4 ref. 
K Ebb.12.361 


Lond 1961 Vol 189 (4763) p 475 


35th Annual Report on the Diamond Industry 1959 
G. Switzer. Diamond News 1961 Vol 24 (5) pp 7, 9, 11, 
13 (Feb) 

E F.25 


Remarkable expansion of diamond industry in British 
Guiana 
Anon. Diamond News 1961 Vol 24 (5) p 24 (Feb) 
The official report on the diamond industry in British 
Guiana for 1959. E F.25.3474 


State-controlled body to prospect for diamonds in 
Namaqualand 
Anon. Diamond News 1961 Vol 24 (5) p 26 (Feb) 
E Eb.12.361 


Where mining is heading in 1961 : Nonmetallic minerals 
Anon. Engng Min J 1961 Vol 162 (1) p 81 (Jan) 

Soviet equipment and technicians will help prospect 
and develop gold and diamond deposits in the Republic 
of Guinea under an agreement signed by the two 
countries. K Eb.12.3671 





PHYSICAL, CHEMICAL, & MECHANICAL 
PROPERTIES OF DIAMOND 


Density of the bonding electrons in diamond 
G. B. Carpenter. J Chem Phys 1960 Vol 32 (2) pp 
525-527; abstr Techn-Wiss Ber Osram 1961 Vol 33 (7) 
p 273 (Mar 1) (Original in English, abstr in German) 

A F Ucce 


Valence-bond wave functions in certain crystals 
A. I. Gubanov, O. E. Pushkarev. Sov Phys—Solid State 
1961 Vol 2 (8) pp 1607-1612 (Feb) (Original in Russian) 
The paper presents approximate wave functions for 
the valence electrons of certain atoms. On the basis of 
these, single-electron wave functions of the valence 
bonds of diamond-type crystals are calculated by a 
variational method. 4 illustr, 5 ref. 
Bdf Ub 


Diamond spatula : cleans contact points 

Jonard International Corp, 624 Madison Ave, New York 

22. Purchasing Week 1961 Vol 4 (5) p 22 (Jan 30) 
Diamond particles embedded in the metal base of 
spatual clean contact points on relays. Nylon shafts 
are flexible and insulate against electrical shock. Two 
spatula types of double diamond faces 55 mm/100 mm 
thick, come in 200 and 300 grain sizes. A single face, 
25 mm/100 thick has a 400 grain. 1 illustr. 
K Nqcz 
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Der synthetische Diamant 


The synthetic diamond (IV). 
(IV) 


E. Guebelin. Gold u Silber 1961 Vol 14 (3) pp 28-31 

(Mar) (In German) 
The article first considers the various experiments 
undertaken in many countries to produce diamonds 
synthetically, and discusses in detail the method 
employed at the Cambridge Research Laboratory in 
America. The main difference between the earlier 
attempts and more modern methods lies in the length 
of time the process takes ; in the early attempts this was 
very short, and excluded the possibility of growth. The 
uses of synthetic diamonds are limited by their very 
small size, and it is expected that it will be many years 
before they can be made large enough to use as dies 
and for drilling. It is concluded that synthetic diamonds 
cannot match natural diamonds, but there is a very 
large market for both. 8 illustr, 3 ref. 
A Fh Ha.1456 


Microtechnique for the infrared study of 

diamonds and sapphires as cell materials 
E. R. Lippincott, F. E. Welsh, C. E. Weir. Analytical 
Chemistry 1961 Vol 33 pp 137-143 VJan); abstr Battelle 
Techn Rev—Abstr 1961 Vol 10 (3) col 257 (Mar) 

A microtechnique for obtaining the infrared spectra 
of solids and corrosive liquids, utilizing sample weights 
as low as 4p, is described. A cell in which diamonds 
or sapphires are used as window material is emp!oved 
to obtain spectra in the 2- to 35-u region. The visible 
and ultraviolet regions can also be studied. Spectra 
are obtained routinely, easily, and rapidly without 
many of the limitations inherent in other procedures 
So far as is known, the ames is applicable to all 
solids. Ukjch Vw:F 


An extended study of crystal forms and the crystal 
morphology of twins 

I. I. Shafranovskii. Sov Phys- Crystallogr 1961 Vol 5 (4) 

pp 504-508 (Jan/Feb) (Original in Russian) 

Face forms, vertex and edge forms of crystals are 
discussed, as well as the colour symmetry of twins. It 
is mentioned that negative polyvertica are excellently 
expressed on diamond crystals. 4 illustr, 14 a, a 
4 


solids, 


Detecting diamonds and metals 
Anon. Min J 1961 Vol 256 (6553) p 337 (Mar 24) 
According to TASS a new portable device for detect- 
ing diamonds, other gemstones, and scarce metals in 
soil samples has been developed. Exceptionally cheap 
to operate, it depends upon the use of radio-isotopes 
and it is claimed that so far no failures in detection ot 
even very small industrial diamonds have beer 
encountered. K F H: 


Synthetic diamonds. Synthetische Diamanten 
Anon. Nachr Chem u Techn 1960 Vol 8 (1) p 6; abst 
Techn-Wiss Ber Osram 1961 Vol 33 (8) p 321 (Mar 15 
(In German) 
Refers to the method of manufacturing diamonds 
using graphite and aluminium silicate. 
A Fh Ha 


Synthetic industrial Diamanti _ sintetici 
industriali 

General Electric Co. Industria Mineraria 1961 Vol 12 

(2) p 129 (Feb) (In Italian) 


M Fh Ha.25.342 


diamonds, 
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PHYSICAL, CHEMICAL, & MECHANICAL 
PROPERTIES OF HARD MATERIALS 


Residual stresses in hardened carbon tool steels 
Eigenspannungen in gehiarteten unlegierten Werk- 
zeugstahlen 

H. Biihler, E. Herrmann. Z Ver Dtsch Ing 1961 Vol 103 

10) pp 436-442 (Apr 1) (In German) 


3 illustr, 7 diag, 24 ref. M Rw Ung 


Surface conditions in crystals. Oberflichenzustinde in 
Kristallen 

B. A. Lippmann. Ann Phys 1957 Vol 2 pp 16-27; Tech- 

Wiss Ber, Osram 1960 Vol 33 (Sonderheft 1) p 25 (Apr 1 

1961) (In German) 


M Bd Ubm 


Tungsten carbide cutting tools 
M. Pidet. Mach-Outil Frang 1961 Vol 26 (163) pp 115, 
117, 119 (Mar) (In French) 

The question considered is whether the possibilities of 
tungsten carbide are limited, and the factors discussed 
are (i) the manufacture of sintered carbides, (ii) the 
properties and composition of metallic carbide and (iii) 
the modification and improvement of the various kinds 
of tungsten carbide. It was concluded that, for a time, 
material difficulties will limit the progress which has 
been made since 1930. To be continued. 3 illustr. 

A Pdc.21 


Steel-bonded carbide tooling 

Anon. Metalworking Prod 1961 Vol 105 (6) p 15 (Feb 8) 
Steel-bonded titanium carbides now being investigated 
in the USA can be located like alloy steels. This cermet 
is said to show great promise for tooling, although 


hardness falls off at high temperature. 
K 


Pdc Ure 


Machinability study of ceramic tools: V, Performance 
of carbide and ceramic tools in cutting carbon steel 
K. Yamada, N. Nakayama, H. Kaijihara, S. Sakai, H. Mii. 
Vagoya Kogyo Gijutsu Shikensho Hokoku 1960 Vol 9 
8) pp 1-11; Ceram Abstr 1961 Vol 44 (3) p 53 (Mar) 
The carbide tool wears more rapidly as the cutting 
speed increases while the ceramic tool, it is said, wears 
hardly at all. There is practically no difference in the 
surface roughness of the workpieces cut with either 
tool. L Bfd Ceg Pdc/Bfd Ceg Pdd 





DIAMOND, ETC, IN INSTRUMENTS 


hristen twist drill grinding machine. Christen- 
Spiralbohrerschleifmaschinen 
iristen & Co AG, Bern. Maschinenwelt u Elektrotechnik 
61 Vol 16 (4) p 172 (Mar) (In German) 
This machine can be supplied with a microscope 
ittachment to control the correct shaping of the drill. 
) illustr. A Albz Che Pr 


Unbalance compensation for grinding wheels 
rtuna-Werke, Specialmaschinen-Fabrik AG, Diisseldorf. 
ropean Techn Dig 1961 Vol 6 (3) p 75 (Mar) 

The Finibalance allows grinding wheels to be balanced 
vhile they are running. The unbalance is detected and 
ndicated electronically. The apparatus was developed 
or external cylindrical grinding machines, but can also 
e used on other types. 1 illustr. 

Pe Qq Psc 


Electronic gauges for grinding machines. Indicatore 
elettronico per rettificatrici 


B. O. Morris, Coventry. Officina 1961 Vol 6 (4 10 
(Feb 28) (In Italian) oP 


2 illustr. M Che Pr Wbhbz 


FP 1,218,010 R, J. Bondley, Cie Francaise 
Thomson-Houston 
(Dec 27, 1957—conv date, USA) 
Manufacture of styli, in particular for phonograph 
pick-ups. Fabrication des styles, en particulier pour 
pick-up de phonographes 
See BP 838,283 (General Electric Co). 1 claim, 
10 illustr. 
See Industr Diam Abstr 1961 Vol 18 p A100 (Apr). 
J Nfs.545/Tdb.545 


Trade Literature 


Marposs electronic instruments. Marposs Apparecchi 
Elettronici 

Apparecchi Elettronici Marposs, Via Stalingrado 9, 

Bologna, Italy. Loose leaf folder, illustr,8} x 12 in. 

(In English, German, French and Italian) 
_Marposs equipment offers a wide range of apparatus 
in the measuring field for checking, including precision 
comparators for internal and external grinding 
machines, equipment for centreless grinding machines 
et cetera. The equipment is illustrated and described. 
E Pr Wb.57 


Taylor screw and plain plug and ring gauges 

Brooks & Walter Ltd, 47 Eastern Street, London EC 2. 

4 p, 8} x 94 in., illustr 
The gauges conform to specifications issued by the 
British Standards Institution. All plug gauges are made 
with renewable ends of the taper lock pattern up to 
24 in. and to the trilock pattern above that size. 
Gauges can also be supplied to specifications and to 
meet any special requirement. Some are illustrated ; a 
full price list is included and point to note when 


ordering are given. 
A W bb.254.57 


Isoma General Catalogue 
Isoma SA, Bienne, Switzerland ; British Rep: Matchless 
Machines Ltd, 18 Bolton St, London W 1. 8 pp, 84 x 113 
in., illustr 
A general catalogue giving photographs and specifica- 
tions of Isoma instruments, including various micro- 
scopes, optical comparators, optical scales for machine 
tools, and accessories. D Wc.57 


Collected catalogues 

AB C. E. Johansson, Eskilstuna, Sweden 
The Deltameter, a pneumatic instrument for linear 
measurements, is said to be extremely easy to read 
even from a distance and, as it records measurement 
quickly, to be suited to workshop use. The patented 
system by which the instrument works is outlined. By 
providing individually adjustable electric contacts and 
other impulse devices, automatic measurement as well 
as control of operation, regulation, sorting and alarm 
signals can easly be arranged. The different parts of 
the instrument are explained with the aid of diagrams, 
and various models are photographed during operation. 
D W bz.57 





REQUESTS FROM AMERICA 
American readers who wish to order a photostat or reprint 
of an article abstracted in Industrial Diamond Abstracts 
are advised to apply directly to the appropriate journal if 
this is an American publication. 





































































Al24 HARDNESS & WEAR, TRUING GRINDING WHEELS 


OMT optical inspection equipment 

Optical Measuring Tools Ltd, Maidenhead. 

8 x 10% in. illustr 
Among the many instruments described is the OMT 
thread grinder microscope which enables thread form 
and position to be checked during grinding. A range 
of line templates against which the thread forms of the 
wheel and work are observed is fitted to the micro- 
scope. The OMT surface projection microscope is 
designed for examining a variety of work where surface 
impressions need inspection. Since it is mounted on an 
anglepoise-type support, a large area can be located 
quickly and many components may be examined 
without the necessity for precise location of specimens. 
D Chep Pr Wc.57 


24 pp, 


Linearscope 

Westwood Engng Co, 2234 Purdue Ave, Los Angeles 64, 

Calif. 4 pp, 84 x 11 in., illustr 
The Linearscope is designed to provide an accurate, 
fast means of checking precision parts. By measuring 
optically, it is claimed to combine the accuracy of a 
toolmaker’s microscope with the speed and range of an 
optical comparator. Linear dimensions up to 12 in. can 
be measured quickly to tolerances of 0.0002 in. and the 
instrument is said to make possible difficult measure- 
ments on internal diameters, checking depths of 
internal grooves, et cetera. 
E Ceq Vfd Wc.57 





HARDNESS WEAR TESTING 
AND PRECISION GAUGING 


Hydrostatic hardness tester. 
pruefer 
Dornernst Messindustrie Ennio Doriguzzi & Alfred Ernst, 
Bad Homburg vdH, Lange Meile 11. Industriekurier 
1961 Vol 14 (36) p 22 (Mar 8) (In German) 
Works on the Rockwell principle, controlled hydraulic- 
ally, and simple to operate. 1 illustr. 
A Unhcd Vfd Weghc 


Hydrostatischer Haerte- 


Ultrasonic inspection of hardened concrete 

C. M. Shilstone, J. M. Shilstone. Non-destr Test 1961 

Vol 19 (1) pp 39-44 (Jan) 
The non-destructive testing of hardened concrete by 
ultrasonic methods in a relatively new technique and 
more research is needed in the field. Mention is made 
of a more direct method of determining the compressive 
strength by drilling a core from the concrete, usually 
with a diamond drill, and capping and crushing it. 


This is, however, a rather laborious and expensive 
method. 9 illustr, 5 ref. 
L Bny Cfb Nh Qd* Bny Cy Vwghb 


Surface measuring attachment 

Taylor, Tavlor & Hobson Ltd. Mach Lloyd 1961 Vol 33 

(3A) p 39 (Feb 11) 
Describes prototype of an attachment, intended for 
use with the Talysurf model 3 surface measuring 
instrument, which enables the surface roughness of a 
1 mm diameter ball to be measured and recorded 
accurately to 0.02 micron. 1 illustr. 
K Unf Vid W 


I. Williams, 
M. Huber Corp 
Apparatus for testing materials for wear resistance 

6 claims, 4 illustr. Ref cited: 5 USP. 
M Wem.545 


USP 2,929,240 (May 16, P, 











Industr Diam Abstr 
USP 2,938,377 (Sep 13, 
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1951) D. F. Sklar, 
Torsion Balance Co 
Hardness testers 
The tester is designed to be easily adaptable for 
superficial testing at loads of 3, 15, 30 kg and for 
regular testing at loads of 150 kg. The essential features 
are an elevating post to be raised towards an arm 
carrying a vertical plunger having magnetic means at 
its end for holding an indenter. A light weight beam is 
fulcrumed at one end of the arm and carries counter- 
balancing means for relieving part of the pressure of 
the beam on the plunger and this beam carries on its 
free end a hanger rod for minor and major load 
weights. A weight carrier on a dash pot rmits 
selection of the weights. 22 claims, 7 illustr. Ref cited : 


21 USP; 2 BP; 2 GP; 7 FP; 1 Swiss P. 

J W ghe.545 
Trade Literature 
Modern equipment for inspection 

Alfred Herbert Ltd, Coventry. 68 pp, 8} x 11 in., illusti 


This company’s association with four prominent firms 
producing inspection and measurement instruments 
enables it to offer a comprehensive range of such 
equipment. Among hardness testers described is the 
Avery direct-reading machine for Rockwell tests using 
small ball or diamond penetrators, and an Avery 
visual hardness tester provided with balls and a Vickers 
diamond. Other interesting devices include a Sigma 
grinding gauge, the Sigmatrol, said to have an accuracy 
of +0.00002 in. in many applications. 

D Nd Wghc.57 
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Radii dressing unit 

Habit Diamond Tooling Ltd, Lurgan Ave, London W6 

Mach Lloyd 1961 Vol 33 (3A) p 37 (Feb 11) 
Conventional types of radius and tangent dressing 
fixtures cannot always be accommodated to the large 
diameter wheels used. This dressing unit will dress the 
radius, move across the wheel to a_ pre-determined 
point, and if necessary continue to form a second radiu 
on the opposite corner, operating irrespective of th 
diameter of the wheel. Where it is desirable to dres 
the periphery of very wide wheels from the machine 
slideways the radiusing mechanism can be supplie: 
separately. 1 illustr. K Psf 


Wheel dresser 
Sidley Diamond Tool Co, 26045 W Seven Mile Re, 
Detroit 40. Mach Tool Blue Bk 1961 Vol 56 (3) p 2¢ 
(Mar) 
Crushcutter wheel dressing tool consists of an alloy 
wheel set with diamonds in rows across its periphery. 
It is available either as a power- -driven unit or as 1 
free-running unit, actuated by the grinding whee'. 
1 illustr. K Nid 


Contour wheel dresser 
Tracaform Corp, 11380 Kaltz, Warren, Mich. Mach To! 

Blue Bk 1961 Vol 56 (3) p 220 (Mar) 

Discusses the SMD-704 contour wheel dresser, which 
is a 1:1 template tracing unit designed to fit mot 
surface grinders using a 7 in. wheel or smaller. The 
diamonds used can be of any shape or size and need 
not be lapped. 1 illustr. K Nid 
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USP 2,936,750 (Jan 13, 1958) 
Apparatus for forming contours 
The apparatus is a diamond truing device for radius 
truing designed to rotate the diamond as it goes round 
a centre of rotation so that the same point is always 
presented to the wheel face. This is important because 
of the different wear of the diamond at different points. 
Essential parts are a pivot slide on a carrying slide, the 
diamond tool support and a pivot cam controlling the 
movement of the slide. 11 claims, 8 illustr. Ref cited : 
3 USP. Ab Cgh Psf.545 


USP 2,937,478 (Sep 2, 1954) P. Maker, 
Bryant Chucking Grinder Co 
Process control apparatus 
The workpiece dimensions are measured after the 
workpiece has been ground and removed from the 
work support. The measuring device is connected to 
the truing tool mechanism so as to adjust the truing 
tool automatically when a deviation is found in the 
dimensions of the removed workpiece from the required 
dimensions. The example refers to an internal grinder 
with a diamond truing device. The diamond is moved 
by a solenoid actuated differential screw. A computer 
is included in the measuring circuit analysing the gauge 
signals fed to the controller for moving the diamond to 
correct the size of future successive articles by corres- 
pondingly correcting the size of the grinding wheel. 
1 claim, 14 illustr. Ref cited: 10 USP; see also 
USP 2,429,830 ; 2,502,862 ; 2,671,293. 
J 


N. Hoglund 


Pr Wp.545 


(Aug 5, 1957) G. L. Grove, 
Cincinnati Milling Machine Co 
Automatic truing mechanism 
The diamond is automatically traversed back and 
forth across the peripheral face of the grinding wheel 
with automatic advance of the diamond on each pass. 
The amount of the advance and the number of passes 
are pre-set by the operator who has then only to press 
a push-button to start the truing cycle. The mechanism 
is adaptable to the truing of a number of spaced 
grinding wheels by a single diamond moved in rapid 
traverse from one wheel to the next. The truing unit is 
mounted on a slide moving at right angles to the 
supvorting carriage which moves parallel to the axis 
of the grinding wheel. This carrisge is automatically 
recivrocated between a home position and a Teversal 
position. The truing bar is advanced each time the 
carriage arrives at the home position and a cownter 
controls the number of passes actuated by a reversing 
valve in the kvdraulic circuit. This valve a'so controls 
the coolant supv!v during each ee the truing 
i ims, 7 illustr. Ref cited : 2 
7 claims, 7 Nj Psfz.545 


JSP 2,937,639 


USP 2.938.515 (May 6. 1958) N. Hoglund 


Avvaratus for forming contours 

This is a svecial design for a truing unit which can be 
placed within cylindrical chambers where onlv small 
ireas accessible as e¢ in grinders for turbine buckets. 
The truing mechanism is arranged in a_ cylindrical 
barrel housing with a removable tov rotatable about its 
xis On a mounting bracket. Within the housing are 
nain and cross slides on a swivel sub base which also 
carries the feed cam follower contacting the feed cam 
under the hvdraulically operated main slide. The 
liamond tool is mounted at the outer end of the tool 
slide and a dust cover protects the tool assembly 
hovsing. All cams and followers, ratio cam and 
followers, ratio cam and follower on the tool slide, 
sontour cam and fo'lower on the main slide are spring 
viased. 9 claims, 10 illustr. Ref cited : 2 USP. 

} Ab Cgh Psf.545 


FP 1,215,717 
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(Nov 3, 1958) E. Fouquet 
Method of truing and sharpening grinding wheeis. 
Procédé de dressage et d’aiguisage des meules abrasives 
The methods of milling-grinding at high speed requires 
ever increasing hardness of the bonding materials used 
in the grinding wheels which make truing difficult 
because the bond adhers to the 
grains, causes friction on grind- 
ing and the heat produced 
reduces the surface hardness of 


IE 


Fig 3 (top), 4 (centre), and 5 
(bottom). FP 1,215,717. 


the metal ground. The truing 
and sharpening of the wheels 
is therefore divided into two 
stages, to produce the correct 
profile by means of a diamond 
and then to subject the trued profile to a jet of soft 
sand and a bombardment with metal or abrasive 
granules which converts the trued surface as shown in 
Fig 3 into a surface with projecting abrasive grains as 
in Fig 4 to be finally provided with sharp points as in 
Fig 5. Fig 1 and 2 show the arrangement of the 
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Fig 1 (top) and 2 (bottom). FP 1,215,717. 


diamond 45 guided along template 41 and nozzle 19 
guided along 17. The movements are strictly identical 
except that a compensatory movement is imparted to 
the nozzle to remain at a certain distance from the 
trued surface of the wheel. 9 claims, 8 illustr. See also : 
FP 1,104,052/3/4. J Ab Cef Nj.545 
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FP 1,215,788 (Nov 18, 1958) P. Durand 
Device for diamond truing grinding wheels of 
machines for producing helicoidal surfaces. Dispositif 
pour le diamantage des meules des machines & rectifier 
les surfaces hélicoidales 

Two diamonds are used one for truing the 
conical face and one for truing the lateral 





ripheral 
ace. Fig 


6 and 7 show the arrangement of the diamonds 2 and 
38. The diamond carrier 7 is guided on rods 8 while 
moved by rotation of a cam 10 permitting quick return 
under pressure of springs 15. 


At the same time the 
































Fig 6 (top) and 7 (bottom). FP 1,215,788 


diamond carrier is moved axially controlled by 
follower 18 on template 16 reproducing the desired 
profile. The diamond is automatically disengaged on 
the return stroke. Diamond 38 is controlled by 
eccentric 28a. The diamonds are operated by one 
electric motor through several worm gear mechanisms. 
6 claims, 4 illustr. J Ab Cg Nj.545 


FP 1,216,095 Wernicke & Co KG 
(Feb 6, 1958—conv date, Germany) 

Truing device for grinding wheels for grinding the 
facets of spectacle lenses. Dispositif de dressage de 
meules pour appareil 4 meuler les facettes de verre de 
lunettes 
The device in the form of a frame carrying the truing 
tool to be placed on the grinding wheel slide is 
moved by hand wheel and screw so as to slide over the 
frame while two guide bolts are urged under spring 
pressure against a control bar causing the truing tool 
point to move in a path corresponding to the form of 
the control bar. 5 claims, 3 illustr. 
J Bm Che TfbLPr Psf.545 
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FP 1,216,096 Wernicke & Co KG 
(Feb 6, 1958—conv date, Germany) 
Truing device for grinding wheels for apparatus for 
the bevels for spectacle lenses. Dispositif de 
réglage des meules pour appareil 4 meuler les verres 
de lunettes 
5 claims, 3 illustr. 
Bm Che Tfb:Pr Psf.545 


FP 1,216,108 Herminghausen-Werke GmbH 
(Apr 19, 1958—conv date, Germany) 

Device for truing the control wheel on centreless 

grinders for cylindrical surfaces during the grinding 

procedure. Dispositif A dresser la meule d’entraine- 

ment de machines 4 rectifier les surfaces cylindriques 
sans pointes lors de la rectification en enfilade 


2 claims, 1 illustr. 
Ab Cg Nj:Chec Pr.545 


Trade Literature 


The truing and dressing of grinding wheels 
The Carborundum Co Ltd, Trafford Park, Manchester 17. 
31 pp, 5 x 7 in., illustr 
Apart from describing and illustrating a large range 
of truing and dressing tools this pamphlet deals in some 
detail with the techniques involved, using diamond 
tools, types and sizes of diamond, a diamond selection 
table, and a list of precautions. 
E Ab Cg Nj.57 


Clarkson radius attachment 
Clarkson (Engineers) Ltd, King Edward Rd, Nuneaton. 
1 p, 6} x 8} in., illustr 
Designed for use with the Clarkson Cutter Grinder 
this radius attachment is for grinding a radius or ball 
end on end mills or slot drills up to 1} in. diameter. 
An extension piece for face mills and side and face 
cutters up to 6 in. diameter is extra. 
Al Che Pr Pse.57 


Clipper 

Clipper Diamond Tool Co Inc, 345 Hudson St, New York 

14, NY. 4 pp, 84 x 11 in., illustr 
Gives specifications and illustrations of the range of 
Clipper diamond tools, including single pointed and 
cluster type wheel dressers, a diamond impregnated 
hand dresser with a tungsten carbide matrix, and 
impregnated diamond grit dressers. 
A Nj.254.57 


Grinding internal grooves of semi-elliptical cross-section 
Gear Grinding Machine Co Ltd. Mach Shop Mag 1961 
Vol 22 (4) pp 204-205 (Apr); Metalworking Prod 1961 
Vol 105 (13) p 59 (Mar) 

The wheel profiling device is maintained on the table 
and is always in the correct position for wheel truing 
The diamond is swung through a simple circular ar 
but by the relative disposition of the diamond and th: 
grinding wheel a substantially semi-elliptical form i 
generated on the wheel periphery. The operation i 


described. 2 illustr. 
E Chen Pr:Njb Psf.5 


L. Newman Wheel dressers for all models of grinders 
L. Newman, 1001-24th Street, Oakland 7, Calif, USA 
8 pp, 84 x 11 in., illustr 
Covers dressers for various types of grinders an 
includes a special abrasive wheel developed fo 


diamond wheel dressing. A price list is included whic! 
_— replacement parts. 


Nj Psf.5 
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Ex-Cell-O center lapping machines 

Ex-Cell-O Corp, Detroit 32, Mich. 4 pp, 84 x 11 in, 

illustr 
The machines are designed for accurate lapping of 
standard 60° female work centres. Among features 
described is the diamond dressing device, mounted on 
the spindle bracket, which trues the stone to a 60° 
point. The device is operated by swinging it into 
position and passing the diamond across the rotating 
lapping stone while the spindle is held at the top of 
the stroke. By a worm and rack arrangement, a low 
rate of diamond speed across the stone produces a 
smooth finish. The dresser is accurately positioned by 
a vertical screw and, when not in use, is swung 90° 
clear. Special adjustable dressers are available for 
angles other than 60 degrees. 
D Ab Cg Nj:Az Chd Pr.57 


Habit Tally-Form 
Habit Diamond Tooling Ltd, Lurgan Avenue, London 


W 6. 4 pp, 74 x 10 in., illustr 


The Habit Tally-Form it is claimed provides a 
dressing fixture which in one continuous movement will 
dress the radius, move across the periphery of the wheel 
to a predetermined point and continue if necessary to 
do a second radius on the opposite corner. Although it 
dresses very large wheels, it can, in fact, be accommo- 
dated on a very small machine. 
E Psfc.57 


Johansson universal production cylindrical grinding 


machine 1U 

AB Johanssons Press- Och Hejarverktyg, Bofors, Sweden. 

14 pp, 84} x 11} in., illustr 
The machine is available in four standard designs one 
of which, the 1U-D has an hydraulic profile dressing 
attachment for straight and plunge-cut grinding. With 
this device cylindrical, taper, stepped and curved 
profiles are transferred to the grinding wheel from a 
template so that several diameters as well as faces can 
be ground simultaneously when plunge-cut grinding 
with straight or angular feed. The dressing diamond is 
graduated in 0.004 in. and the dressing operation is 
fully automatic. 
D Chel Pr:Nj Psfb.57 


Johansson roller and plain-grinding machine type 2 U-E 


AB Johanssons Press- Och Hejarverktyg, Bofors, Sweden. 

8 pp, 84 x 114 in., illustr 
The model is claimed to be one of the most accurate 
machines for grinding convex, concave or cylindrical 
rollers and cylindrical or taper bearing journals for 
these. An hydraulic profile dressing device for 
cylindrical, convex, concave and curved grinding 
profiles for both straight and oblique plunge-cut 
grinding is among extras available. Diamond dressing 
sequence is explained. 
D Ag Che Pr:Nj Psfb.57 


Dressing-truing guide with Johnston grinding wheel 
dressers 
Machine Products Corp, Dayton 3, Ohio. 4 pp, 84 x 11 
1., illustr 
Dressing, truing, and shaping are differentiated and 
the company’s range of tools for these applications 
listed. Huntingdon style dressers of various types, 
precision mechanical dressers with steel or carbide 
cutters, abrasive sticks and wheels, and diamond nibs 
and hand tools are supplied. The importance of using 
the proper size of diamond is stressed, and ordering 
instructions are given. Diamond impregnated nibs 
consist of many diamonds held firmly in sintered 
carbide and may be used where wheel shapes and 
extreme tolerances are not of prime importance. 
D 


Nj.57 
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Centerless grinding machines Ghiringhelli 

Oficina Meccanica Ghiringhelli & C, Via N Sauro, 

Luino (Varese) Italy. 4 pp, 84 x 11} in., illustr 
Describes the models ASO DI and N 170 MIA centre- 
less grinders. The DI models use hydraulically operated 
dressing by which the diamonds are automatically fed 
at an adjustable speed. The MIA models, beside the 
standard diamond truing device, are supplied with a 
roller dresser. E Chee Pr Psfb:Nj.57 


S. L. Van Moppes Ltd—Precision Diamond Tool 
Manufacturers 

S. L. Van Moppes Ltd, 26-29 St Cross St, Hatton Gdn, 

London EC 1. 8 pp, 6 x 9 in., illustr 
Describes some of the more general types of diamond 
wheel dressing, turning, and boring tools, and gives 
hints on truing grinding wheels with diamond tools. 
D Ab Cg Nj.57/Nf.57/Nv:Cg.57 


* Lazmet Diard’ grinding wheel dressers 
Samuel Osborn & Co Ltd, Clyde Steel Works, Sheffield. 
4 pp, 54 x 84 in., illustr 
The dresser consists of a composition of many 
particles of diamonds and boron carbide firmly bonded 
in a hard carbide matrix. As the special matrix can 
interlock with even the smallest diamond particle, every 
diamond, it is claimed, is held up to the work until the 
last particle is consumed, and the whole head is utilized 
and needs no remounting. As the matrix is itself a very 
hard abrasive, the dresser is claimed to be almost 
indestructible and to save 25% on diamond con- 
sumption and 25% on wheel dressing costs. Also 
described is the boron carbide plus diamond 
impregnated hand lap, a precision tool for maintaining 
the cutting edges of carbide and other hard metal tools. 
A Nje Urce.57/Nv.57 


Collected catalogues 
Jones & Lamson Machine Co, 160 Clinton St, Springfield, 
Vermont, USA 
Describes models E-2 and E-3 automatic form grinders 
and the model F automatic thread grinding machine. 
The model E-2 can be equipped with perpetual form 
control wheel truing using sintered diamond particles, 
crush dressing, and automatic diamond dressing, using 
one, two, or three diamonds depending upon the form. 
Models E-3 and F also feature automatic wheel truing. 
E Cheb Prs Psf:Nj.57/Chcp Prs Psf.57 


Collected catalogues 

K. Jung GmbH, Goeppingen, Wuertt, Germany 
The models Jung F 40 and 50 precision surface 
grinders are described, designed for precise grinding of 
profiles and surfaces. Illustrated are the radius truing 
device RA 38, angle truing device WA 41, form truing 
device FA 42, and crush rolling device ER 50. Also 
described is the model Jung H 30 rotary table surface 
grinder which is the new and improved successor to the 
H 3 model. E Chem Pr Psf.57 


Collected catalogues 

Koebel Diamond Tool Co, Detroit 13, Mich. 
Wheel dressing tools available for various kinds of 
grinder are illustrated and the advantages claimed for 
CDP (cemented diamond particles) tools outlined. 
PFC (perpetual form control) grinding is explained ; 
the system is said to automate grinding completely and 
to re-shape and re-size wheels more rapidly than any 
other process, since time out for wheel dressing is 
unnecessary. A progress report on automated groove 
grinding is included. 
See also Industr Diam Abstr 1960 Vol 17 p A331 
(Dec). D Ab Cg Pf.57/Chcb.1456.57 
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PRECISION MACHINING OF METALS 


New developments in the theory of the metal cutting 
process 
P. Albrecht. J Engng Ind 1960 Vol 82 p 348; Insdoc 
List Vol 8 (3) col 201 (Feb 1) 
E Bf Ceg.21:.132 


Chipbreaker 

Cleveland Hobbing & Machine Co, Div of Textron Inc, 

Cleveland, Ohio. Mech Engng 1961 Vol 83 (3) p 74 (Mar) 
The Cleveland chipbreaker and tool booster frag- 
matizes chips to the desired size and extends tool life. 
This is achieved by high frequency oscillation of the 
tool against the cut. Ww Pdz 


Carbides, ultrasonics tackle a cutting problem 
_ - Curran. Tooling & Prod 1961 Vol 26 (11) pp 58, 60 
(Feb) 

Ultrasonic drilling of non-conducting materials, eg 
quartz is performed with a tool steel tip vibrating at up 
to 25,000 cycles/sec in a boron carbide abrasive slurry. 
Holes down to 0.020 in. diameter are being drilled. 
Feeding the abrasive through hollow tool tips avoids 
caking of the slurry at the bottom of the hole being 
drilled. 1 illustr. WwW Cfbk.1456 

Cut-off machining in MHaute-Savoie. L’activité du 
décolletage en Haute-Savoie 

P. Deltour. Mach-Outil Frang 1961 Vol 26 (163) pp 121, 

123, 125, 127 (Mar) (In French) 

The article traces the history of the industry here, and 
then explains the process in general terms, illustrating 
a number of machines. To be continued. 9 illustr. 

A Cegc Pr 


Chip producing machining of light metal alloys. Die 
spangebende Bearbeitung von Leichtmetall-Legier- 
ungen 

K. W. Michler Maschinenwelt & Elektrotechnik 

Vol 16 (3) pp 107-111 (Feb) (In German) 

General information is given on the views to be 
considered and precautions to be taken in this. work 
and it is noted that when a diamond turning tool is 
used it should be set slightly above the centre of the 
workpiece. 18 illustr, 9 ref, 4 tables. 

A Bfx Ceqb Nf 


1961 


A study of turning tools for copying. Etude des outils 
de tour a copier 
Anon. Mach-Outil-Frang 1961 Vol 26 (163) pp 105, 107, 
109, 111, 113 (Mar) (In French) 
Discusses various kinds of tool and tool holder, 
including brazed tools and chip producing tools. To 
be continued. A Ceqbz Pd 


Universal GSP machine. La machine universelle GSP 
Anon. Mécan Electr 1961 Vol 45 (140) pp 101-102 (Jan) 
(In French) 
This modern machine tool, which has both a power 
spindle and a high speed spindle, can be used for 
sharpening, broaching, milling, drilling and screwing 
operations. It is described in detail. 1 illustr. 
A Pr 


Critical comparison of metal-cutting theories with new 
experimental data 
S. Kobayashi, R. P. Herzog, D. M. Eggleston, E. G. 
Thomsen. J Engng Ind 1960 Vol 82 p 333: Insdoc List 
1961 Vol 8 (3) col 202 (Feb 1) 
E Bf Ceg.21 








Industr Diam Abstr 


Queen’s rewrites chip formation theory 

J. A. Weller. Canad Mach 1961 Vol 72 (1) pp 49-51 (Jan) 
With partial aid from the Defence Research Board a 
study of the mechanism of chip formation is being 
conducted at Queen’s University, Kingston, Ontario, by 
Prof W. B. Rice and associates. It has been found that 
in continuous chip formation the material is compressed 
in front of the tool, bulging upwards until rupture 
occurs, this providing an explanation for chip curl and 
cratering wear. Further investigations are aimed at 
determining the effect of cutting speed, cutting fluid, 
and temperature distribution on chip formation. 
5 illustr. Unp.21 


Progress in the automation of simple machine tools. 
Fortschritte in der Automatisierung der Einfach- 
Werkzeugmaschinen 

H. Pétschke. Maschinenwelt & Elektrotechnik 1961 Vol 

16 (3) pp 83-98 (Feb) (In German) 

Various types of turning, milling, cutting, and grinding 
machines are considered and the new electro-pneumatic 
control used in some plane grinders is discussed. It is 
concluded that the normal standard machine tool is 
making more and more use of automatic processes. 
13 illustr. A Pr.133 


Portable bandsaw 
Soag Machine Tool Ltd. Materials Handling News 1961 
(41) p 33 (Apr) 

The Baby bandsaw weighs only 21 Ib. It can cut steel 
and all other metals, and is capable of cutting through 
14 in. diameter mild steel bar in 80 seconds. Specifica- 
tions are given, and optional extras are mentioned. 


May 1961 Vol 18 


ez 

USP 2,936,679 (July 2, 1956) W. C. Thuerwachter, 

Giddings & Lewis Machine Tool Co 
Method for cutting metal 

3 claims, 20 illustr. Ref cited: 6 USP, 1 book, 3 

periodicals. M Bf Ceg.1456.545 


FP 1,217,521 NV Philips’ Gloeilampenfabrieken 
(Feb 27, 1958—conv date, Netherlands) 
Device for working metal. Dispositif pour travailler 
des métaux 


5 claims, 2 illustr. M Bf Ceq Psc.545 


Trade Literature 


The Diprofil 
Brooks & Walker Ltd, 47 Great Eastern St, London EC 2 
8 pp, 8 x 11 in., illustr 
The machine is said to file, lap, hone, efc, more 
quickly and sensitively due to transfer of the 
reciprocating action from hand to unit, and to its 
lightness, freedom from vibration, and __finger-tip 
control. Diamond or tungsten carbide tools are used 
Ceqg U Pr.5 


Felma 
Felma Machines SA, Courtelary, Jura-Bernois, Switzer 
land. Brit rep: A. & M. Fell Ltd, 1 Lambeth High Stree’ 
London SE 1. 4 pp, 84 x 11} in., illustr 
Characteristics of the TRA 10, which is designed fo 
sawing hard materials, are listed. Also included ar 
descriptions of the Felma automatic squaring machin 
type TRAC and machine for orienting transparent, bi- 
fringent crystals. E Cej Pr.5 
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Barber-Colman 1610 facing and turning lathe 
Barber-Colman Co, Rockford, Ill, USA. 16 pp, 84 x 11 
in., illustr 

This machine is designed specifically for high-speed 
turning, facing and boring to precision tolerances and 
is claimed to be the largest of its type on the market. 
Features include large swing capacities, infinitely 
variable feeds and speeds, high spindle speeds, and 
tracer control. All features are illustrated and 
explained. E Ceqgb Pr.57 


Churchill C gm Tip/tool 
Churchill Gear Machines Ltd, Blaydon-on-Tyne, Co 


Durham. Sole distributors : Charles Churchill & Co Ltd, 

Birmingham. 4 pp, 84 x 84 in., illustr 
The holder is fitted with a removable tip with six or 
eight cutting edges which can be used in succession 
until the tip is finally discarded. The tip is precision 
ground and supported by a tungsten carbide platform 
which is designed for maximum speeds and feeds, and 
the shank, of high grade heat treated steel, and the 
carbide pad are said to absorb all the shocks of turning. 
A Ceqgb Pdcb.57 


Collected catalogues 


Enco Mfg Co, 4520-26 W Fullerton Ave, Chicago 39, III. 
As well as describing the Micro-Set adjustable Center, 
Enco Lathe Turrets and Magnetic Base Tools are 
covered. Tables aid correct selection and lathe 
dimension charts are given. Photographs show close- 
ups of typical turret applications. 
See also Industr Diam Abstr 1960 Vol 17 p A289 
(Nov). D Ceqb Pr.57 


Kuhlmann engraving machines 

Franz Kuhlmann KG, Wilhelmshaven, Germany. 4 pp, 

84 x 11} in., illustr 
A fully illustrated and very detailed description of the 
range of machines and accessories. The use of 
diamonds in engraving is discussed, with special 
reference to the plain engraving diamond No 5462, and 
the spring-loaded engraving diamond No 5481, both 
designed by Kuhlmann. 
A Cp Ne Pr.57 


Collected catalogues 

Murex Ltd, Rainham, Essex. 
Includes the Prolite Futurmills, sintered tungsten 
carbide burrs and saws, ISO standard tips, and 1954 
standard tips and tipped tools. Full specifications are 
given. E P.254.57 


Capstan lathe to camless auto 

Nickols Automatics Ltd, 7 Carlisle Rd, London NW 9. 
p, 8 x 10 in., illustr 
The Nickols sequence control actuated the movements 
of machine slides and levers in a pre-arranged sequence, 
each stage being initiated by a stepping switch and 
terminated by a signalling device. Each of the twenty- 
four steps has four sockets, permitting the easy set-up 
of elaborate sequences and compound movements. 
The sequence can be interrupted automatically at any 
stage. A Ceqb Pr.57 











DIAMOND TECHNOLOGY 


First published 1942 as ‘‘ Production Methods for 
Diamond and Gemstone.” The second edition 
of this book by P. Grodzinski has been revised 
throughout and considerably enlarged. 840 
pages, 486 illustrations, 94 tables, and indexes. 
From NAG Press Ltd., 226 Latymer Court, 
London W 6. 55s, post free. 
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CUTTING AND MACHINING OF STONE, 
GLASS, ETC. 













































Completely automatic mirror-bevelling machine 

Autoflow Engineering Ltd, Rugby. New Scientist 1961 

Vol 9 (227) p 751 (Mar 23) 
The machine uses diamond-tipped tools to carry out a 
continuous sequence of operations including grinding 
of bevels and pencil edges. Manual operations have 
been entirely eliminated. These models have been 
designed to meet varying needs. 1 illustr. 
L Cegf Nfz Prs 


The preparation of thin films of germanium and silicon 

SB. Irving. Brit J appl Phys 1961 Vol 12 (3) pp 92-93 

(Mar) 
The specimens were ground by hand with moistened 
600 grade carborundum paper and polished on a 
mechanical polisher using diamond dust from 3-5 
down to 1 micron. This was followed by chemical 
etching. 3 illustr, 3 ref. 
L Bhc Chm Km Pr/Bfr Chm Km Pr 


Diamonds in building 

Anon. Optima 1961 Vol 11 (1) pp 40-41 (Mar) 
Orthodox tools used for sawing, chiselling and 
pneumatic hammering are being replaced by core 
drills using diamonds or metal-bonded diamond grit. 
Natural diamond stones or powders are preferable to 
synthetic diamonds, as they are better able to with- 
stand the heavy impact of drilling into masonry. 
Diamond drills are fast and accurate, and less expensive 
to use than other types. The drilling units are highly 
flexible and portable, and the drills are produced in 
sizes ranging from } in. to 14 in. in diameter. 2 illustr. 
L Bn Cfb Nhe/Bn Cfb Nag 


BP 834,827 J. E. Morris, G. Smith, 
Molins Machine Co Ltd 

(Sep 13, 1956 ; Jan 17, 1957) 

Knives for cutting cigarette and like rods 
Cutting filter cigarettes is often extremely difficult 
because of the great hardness of some filters while 
cotton wool filters require an exceedingly sharp knife. 
The cutting edge of the rotary knife according to this 
specification is provided with a thin layer of diamonds 
formed into an agglomerate of diamond cutting 
elements and electrically-deposited metal. The cutting 
edge of the disk with bevelled side faces has an 

included angle of 20 degrees. 6 claims, 4 illustr. 

J Az Ceg Nfm.545 


USP 2,939,691 (Sep 21, 1956) W. H. Lewis 
Pavement cutting apparatus having spaced cutter disks 
Pavement cutters are usually metal bonded diamond 
disks. Because of their high costs long service life is 
desirable combined with a rapid cutting rate. The 
apparatus has two or more aligned cutter disks of equal 
diameter each of which cuts an equal portion of the 
depth of the kerf. They are arranged in a wheeled 
frame and adjustable into cutting position by controlling 
the relative elevation between rear wheels and rear 
portion of the frame. A compensating device may be 
incorporated permitting a vertical adjustment of the 
axis of rotation of the front wheels of the frame for 
ensuring that the disks on being worn continue to cut 
equal portions of the depth of the kerf ie one-half 
each in case of two disks. 6 claims, 17 illustr. Ref 
cited : 4 USP; | BP. 
J Bny Ceg Nt.545 






























































A130 MACHINING OF STONE 
USP 2,941,338 (Feb 10, 1958) J. V. Santschi, 


Pittsburgh Plate Glass Co. 
Apparatus for glass drilling 
The glass sheet is held between pneumatically 
operated clamp pad and a back-up plate to be drilled 
by an air feed drill. Two bits are used each containing 
diamond particles in a matrix. The whole sequence of 
Operations is automatic. 7 claims, 4 illustr. Ref cited : 
5 USP; 1 BP. J Bm Cfb Nh.545 


FP 1,216,870 (Feb 20, 1959) Skandinaviska Granit AB 
Sawing blade for machines for cutting stone having 
cutting edges of hard metals. Lame de scie pour 
machines 4 couper la pierre, équippée de couteaux en 
métal dur 

2 claims, 4 illustr. 

M Bn Ceg Pc Rg.545 


FP 1,216,919 C. W. Anderson, Cie des Meules Norton 
(Aug 27, 1956—conv date, USA) 
Diamond cut-off wheel. Meule diamant a tronconner 
The wheel is in particular intended for cutting 
concrete. It has a central part in the shape of a disk 
and a peripheral part with radial recesses between 
metal bonded diamond containing abrasive segments. 
Each segment is composed of two portions, one portion 
next to the central disk consisting of carbide particles 
in a cobalt bond and an outer portion consisting of 
diamond particles mixed with sintered carbide particles 
the two portions forming a single block welded to the 
central disk by a method described in USP 2,488,151. 
1 claim, 9 illustr. J Cegc Nv Urc.545 


FP 1,222,867 J. V. Santschi, Pittsburgh Plate Glass Co 
(Feb 10, 1958—conv date, USA) 

Apparatus for drilling glass. Appareil pour le percage 

du verre 

See USP 2,941,338. 8 claims, 4 illustr. 

J Bm Cfb Psc.545 


Trade Literature 


*‘ Double Diamond ’ automatic lens edging and bevelling 
machine 

George Rodway Ltd, Solun Hse, 56 Hatton Gdn, London 
EC 1. 8 pp, 54 x 8} in., illustr 

The introduction of this booklet, which describes and 
gives operating instructions for the ‘ Double Diamond’ 
machine, points out the advantages of automatic 
diamond wheel edgers and claims additional improve- 
ments for this particular model. The machine was 
designed in anticipation of the need for a new method 
of automatic bevelling stimulated by the lack of skilled 
hand-edging personnel suffered by many firms. The 
basis of the new design is the horizontally ‘ floating’ 
lens carriage, said to ensure true reproduction of shapes 
and following of lens curvature and thickness. In 
addition, there are no spindles and gears which would 
be subject to wear through abrasion by glass particles 
and all moving parts are totally enclosed. The 
*Vacquapad’ system of lens centring is claimed to 
eliminate risk of lenses slipping during automatic 
edging. Two 4 in. diamond impregnated wheels are 
used, one coarse grit flat-wheel for grinding the uncut 
wheel to shape and size and a fine grit ‘V’ wheel for 
bevelling. A finished lens of average thickness and size 
can be produced in under 2 min, it is claimed. An 
oscillating device ensures even wear on the periphery 
of the flat wheel. Other features are explained. 

D Bm Ches Nv Pr.57 
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The Ashcombe industrial Airotor 

The Ashcombe Co, York, Pa. 4 pp, 84 x 11 in., illustr 
The Ashcombe Airotor, an adaptation of the Borden 
Airotor used in dentistry, is outstanding for its 
operating speed and compact size. Spindle speed is 
over 300,000 rev/min and it is possible to machine 
materials of 62 Rockwell C with carbide burrs and 
carbide with diamond .mounted points. 
See also Industr Diam Abstr 1960 Vol 17 p A149 
(June). D Ceq Nqh.57 


DTR masonry and concrete saw blades 

Diamond Tool Research Co Inc, 380 Second Ave, New 

York 10, NY. 1 p, 8 x 11 in., illustr 
Blades are made wit! * Pressure-Tested ’ diamonds set 
in tungsten carbide: ihis is claimed to be an ideal 
combination. These blocky diamonds are made by an 
exclusive DTR process and are said to out-perform, 
take heavier cuts, and cut more footage than other 
diamonds used in saw blades. Three bond grades are 
available. 
See also Industr Diam Abstr 1960 Vol 17 p A262 
(Oct). 
D Bn Ceg Ng Ure.57/Bny Ceg Ng Ure.57 


Diamond tools. Diamantwerkzeuge 

Karl Fenzki Diamantwerkzeugfabrik, Berlin-Grunewald, 

Hagenstr 73, Germany. Folder, 4$ x 6 in., illustr 
Diamond glass cutters, hardness-testing tools, engrav- 
ing and truing tools are among the items mentioned. 
A ] 


Shaw’s glaziers’ diamonds 

A. Shaw & Son (Diamonds) Ltd, Waterloo Works, 

Waterloo Rd, London NW 2. 4 pp, 34 x 84 in., illustr 
These diamond cutters are graded for thick and thin 
sheet glass and plate glass. They are said to be simple 
and easy to use for the inexperienced glass cutter. 
A Neb.57 


Shawrite diamond tools 

A. Shaw & Son (Diamonds) Ltd, Waterloo Works, 

Waterloo Rd, London NW 2. 6 pp, 6 x 9 in., illustr 
Describes the Shawrite range of diamond tools which 
include diamond impregnated glass drills and internal 
laps for grinding purposes, wheel dressing and lapping 
tools. E N.57 


Collected catalogues 
The Heathway Machinery Co Ltd, Uxbridge Rd. 
Hillington, Middx. 
Various glass working lathes and equipment for use 
with these are specified. 
D Bm Ceqb Pr.57 


Avola stone sawing machine type STS 400. Avola Stein 
Trennsige STS 400 
Maschinenfabrik A. Volkenborn, Langenberg, Rhld 
4 pp, 6 x 84 in., illustr 
This machine is portable, has dust control and wil 
cut all natural and synthetic stones as well a 
refractory and acid-proof materials, it is claimed. It 
special cutting methed avoids heat build up, and allow 
rapid working without coolant. The cutting whee 
presses against the stone, while the table which run 
on a ball bearing guide moves backwards and forwards 
The wheel thus cuts through the stone and leaves th 
new surface quite even and polished. Special clampin 
devices facilitate work and the table can be turned 
through 45° degrees. A Bn Ceg Pr.5 
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Diamond mirror-finishing [:] Technical Bulletin 45 
Magnus Chemical Co Inc, Garwood, NJ. 4 pp, 84 x 11 
in., illustr 
Describes the applications and advantages of Magnus 
diamond lapping compound. Quicker and better 
finishes without waste and at lower cost are said to be 
obtainable even by unskilled operators. Among uses is 
the mirror-finishing of plastics and glass as well as of 
tools, dies, gauges, et cetera. Roll life is said to be 
increased as regrinding is needed less often although 
better finishes are achieved. Sapphire points are easily 
resharpened and jewel bearings quickly lapped to 
proper shape and tolerance, it is stated. Precision 
graded Magnus grits are available in eight scientifically 
proportioned compounds containing the appropriate 
diamond concentration in the correct amount of 
lubricant; the compounds can be supplied in tubes, 
and the use of colour identification helps selection of 
proper grit size. D Chd Kmg.57 


FS Steelset diamond impregnated products—Catalogue 
DG 395 

Fish-Schurman Corp, New Rochelle, NY. 38 pp, 84x 11 

in., illustr 
The Steelset process produces a metal bonded 
diamond tool in which the diamond particles are 
bonded firmly in a sintered steel matrix so that they are 
not pulled out before useful life is over. Interpretation 
of mesh and micro particle size is explained and an 
illustrated index helps tool selection. Products are 
available for operations which include various types of 
grinding, sawing, and drilling ; lens generating, edging, 
and centring ; honing and lapping ; and pencil edging. 
D Ngq Urc.57 


Collected catalogues 
S. G. Frantz Co Inc, PO Box 1138, Trenton 6, NJ 
Describes the three stages in making a polished section 
for ore miscroscopy, ie preparation, polishing and 
grinding ; the latter two are done on Sampton-Patmore 
equipment. Grinding is with a rolling abrasive, while 
polishing is done by a fixed abrasive which is 
embedded. Diamond abrasive is used in three micron 
sizes each on a separate lap. Technique is explained. 
D Be Che Km.57/Be Chm Km.57 


The S. S. White industrial abrasive unit 

The S. S. White Industrial Division, 10 E 40th St, New 

York 16. British Rep: Elliot Brothers (London) Ltd, 

Century Works, Lewisham, London SE 13. 16 pp, 84 x 11 

in., illustr 
Airbrasive is a controlled high speed stream of 
abrasive particles that quickly slices or abrades, as 
needed, hard brittle materials. As there is no contact 
between the tool and the work, a cool shockless cutting 
action is said to result. This, it is claimed, makes it 
particularly suitable for performing delicate operations 
on germanium, silicon, mica, glass, and others that are 
likely to shatter easily. Full details are given and 


applications illustrated. 
E Ceg Rdb.1456.57 





GEM POLISHING 


ISP 2,934,993 (Nov 18, 1955) B. J. Chromy 
Device for optical examination of gem materials 

A foldable device to inspect gems in polarized light 
with two polarizing elements so arranged that the gem 
can be rotated on a holder between the crossed planes 
to determine whether they are singly or doubly 
refractive. 5 claims, 6 illustr. Ref cited : 8 USP. 

J Bb Cz We.545 


GEM POLISHING, ROCK DRILLING A\i31 
ROCK DRILLING 


The efficiency of drilling operations in prospecting 
primary diamond deposits. L’etficacite des travaux 
de forage dans la prospection des gisements 
primaires de diamants 

I. P. Elmanov, A. A. Malaev. Prospection et Protection 

du Sous-Sol 1960 (7) pp 20-28 (July) (In French, original 

in Russian) 
_Discusses work done by Yakuts geologists in prospect- 
ing for diamonds and determining the quantity of 
diamond present in kimberlite, also the merits and 
disadvantages of air drilling. 4 illustr, 9 ref, 1 table. 
A Ebb Cfb.12.332 


Mining practice—better techniques from better equip- 
ment 

~ R. Henderson. Engng Min J 1961 Vol 162 (1) pp 88-95 

(Jan) 
Among new developments considered is Joy Manu- 
facturing Co’s inclined rotary drill, which is capable of 
drilling vertically or at 30° from vertical, and which 
makes possible angle face blasting of benches. The 
addition of detergent to- water in drilling gives faster 
rotation under maximum pressure, increase of life of 
retipped bits from 400-500 ft and improved dust control. 
12 illustr. K Cfb Plz 


This month in mining : Tennessee 
New Jersey Zinc Co. Engng Min J 1961 Vol 162 (1) 
p 132 (Jan) 

New Jersey Zinc Co has a diamond drill exploration 
programme under way at their Jefferson City mine. 
The purpose of the exploration is to locate down dip 
extension of ore now being mined. Joy Manufacturing 
Co, diamond drill contractor is carrying out the New 
Jersey Zinc exploration programme with two diamond 
drills. K Cfb Nh.12 


E & MJ Outlook : Abroad 

Anon. Engng & Min J 1961 Vol 162 (1) p 17 (Jan) 
A Soviet turbo-drill with plastic working parts has 
proved 20°% more efficient than drills equipped with 
metal parts. Plz Sb* Piz Ss 


Increased drilling speed with a concave bit 
Anon. Optima 1961 Vol 11 (1) pp 32-33 (Mar) 

A new tungsten carbide ‘ saddleback’ drill bit is said 
to have several important advantages over the 
conventional chisel bit, including greater speed and 
resistance to wear. 2 illustr. 

Plz Rge Ukfh 


New drill for kimberlite developed in Ruhr—Turmag 
Kombi P 11/4 
Anon. Diamond News 1961 Vol 24 (5) p 25 (Feb) 
The Turmag Kombi P 11/4 is a combination of 
percussive and rotary drilling and is said to be 
particularly suitable for drilling in kimberlite, Karroo 


sediments, or Witwatersrand quartzites. 
E Ebb:Cfb Pl 


BP 834,708 (Sep 3, 1957) G. B. Matthews 
Improvements in or relating to coal rock and like 
drilling or boring tools 

6 claims, 6 illustr. 
M Bn Cfb PIb.545 
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Al32 WIRE DRAWING 


BP 834,870 (Mar 31, 





1958) J. Chadderdon, 


Service Mfg Corp 


Milling cutter for use in oil wells 

The cutter teeth may be expandible as in Fig 8 or 
fixed as in Fig 11. The outer edges of the teeth are 
covered as shown in Fig 9 and 10 with a matrix 9 in 
which a large number of cutting fragments 10 are 
embedded. The teeth are transversely divided into 
segments by slots 7 and 14 so arranged that in the 








Fig 8, 9, 10, and 11 (from left to right). 
BP 834,870. 











course of milling one segment after the other is worn 
away without increasing frictional resistance beyond a 
predetermined point until the entire length of the cutter 
is worn away before renewal becomes necesssary. The 
cutting elements are mono-tungsten carbide in a cobalt 
binder. WC has superior shock resistance while 
di-tungsten carbide (W,C) is extremely brittle. 9 claims, 
8 illustr. J Az Cfb Plbz.545 


USP 2,929,612 (May 20, 1957) Le Bus sen, F. L., 
Le Bus Royalty Co 
Telescoping core drill 
8 claims, 12 illustr. Ref cited : 7 USP. 
M AzCfb Plbz.545 
FP 1,218,669 (Dec 30, 1957) D. J. Grady, Hycalog Inc 
Drill. Trépan 
See USP 2,931,630. 8 claims, 4 illustr. 
See Industr Diam Abstr 1961 Vol 18 p A17 (Jan). 
J Nfz.5 


FP 1,220,864 (Dec 22, 1958) W. Tirapolsky 
Tool for earth drilling. Outil pour le forage du sol 
14 claims, 8 illustr. 
M Bn Cfb P1545 








DIAMOND TECHNOLOGY 
First published 1942 as ‘‘ Production Methods for 
Diamond and Gemstone.’’ The second edition 
of this book by P. Grodzinski has been revised 
throughout and considerably enlarged. 840 
pages, 486 illustrations, 94 tables, and indexes. 
From NAG Press Ltd., 226 Latymer Court, 





London W6. 54s 6d, post free. 
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Trade Literature 


Acker diamond bits, core barrels, rotary rock bits, drag 
type bits—Bulletin 10 

Acker Drill Co Inc, Box 830, Scranton 2, Pa, USA. 28 pp, 

84 x 11 in., illustr 
A detailed booklet covering the range of Acker drill 
bits. Not only are specifications given but a good deal 
of general information about selection of diamonds, 
drill bit design, resetting service, and drilling hints, et 
cetera. E Nh.57 


Collected catalogues 
Christensen Diamond Products Co, Mining Div, PO Box 
387, Salt Lake City 10, Utah. 

Representative diamond bits, core barrels, reaming 
shells, casing shoes and bits, and reamers, are described 
and specified. Advice is given on bit selection for 
particular formations. Tools can be specially designed 
for difficut jobs where conventional tools have proved 
ineffective. One new design utilizes extra hard matrix 
metal which increases life of the reaming sheel. On 
the leading edge is a solid ring of abrasion resistant 
metal to withstand the cutting action of sludge. 
Several rows of diamonds set in the matrix provide the 
reaming action. D N.57 


Core drilling machines [Collected catalogues] 

Sprague & Henwood Inc, Scranton, Pa. 8 pp, 8} x 11 

in., illustr 
Model 30 core drilling machines, described as 
compact, light and versatile, is designed for drilling in 
any formation under the most difficult conditions. 
Capacities are up to 600 ft using ‘EX’ equipment and 
about 300 ft with ‘NX’ size. ‘ Oriented’ diamond bits 
are available in all standard sizes of coring, casing and 
non-coring bits, et cetera. Four types of matrix are 
available and the grade of diamond desired can be 
specified. Models 40-C and 40-CL core drilling 
machines are also specified. 
D Cfb Nhe Pr.57 





WIRE DRAWING 


[Drawing soft metals] 
Anon. Wire & Wire Prod 1961 Vol 36 (1) p 85 (Jan) 

In answer to a reader’s question on the drawing of 
wire from soft metals, such as lead, tin and alloys, it is 
said that the bearing in the die must be short, and with 
an open front. Carbides are used for large and 
intermediate sizes, say 0.020 in. and finished with a 


diamond die. 
K An Cn Nkb/An Cn Pxb 


Trade Literature 
Dura tungsten carbide dies and tools, Adelphi diamond 
dies 


Wire Drawing Dies (Manchester) Ltd, Adelphi Ironworks 

Salford 3. 12 pp, 7 x 9 in., illustr 
Photographs with captions indicate various stages in 
diamond die manufacture. All stones are individually 
chosen to give maximum wall thickness round the bore 
and to ensure freedom from flaws that might lead t 
premature failure. The selected stones are specially 
reinforced to give added support. Tungsten carbid 
dies and tools are also specified. The company runs : 


die maintenance service. 
D Nkb.57/Pdc.57/Px.57 
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GRINDING AND POLISHING 
OF CARBIDES AND METALS 


Polishing and buffing unit 


Acme Mfg Co, 1400 E Nine Mile Rd, Detroit 20, Mich. 
Mach Tool Blue Bk 1961 Vol 56 (3) p 204 (Mar) 


1 illustr, K Chm Pr 


A product for polishing aluminium. Un produit de 
polissage pour l’aluminium 

Anton Co. Mach Mod 1961 Vol 55 (624) p 40 (Mar) (In 

French) 

Refers to Met-All made by Anton Co for very high 
polishing of aluminium fe Bane it can be used also 
for other metals. It is not harmful to the skin, non- 
toxic, and inflammable, and is easily applied. 
A Bfe Chm Rd 


Precision vices. Etaux de précision 

Ateliers Smid, Mulhouse. Mécanique Electricité 1961 

Vol 45 (140) p 107 (Jan) (In French) 
The Sercyl vice is of sturdy construction and can be 
used on all machine tools in a vertical or horizontal 
position. 1 illustr. A Pr Psd 


A control instrument for continuous grinding on centre- 
less cylindrical grinding machines. Eine Messteurung 
zum Durchgangsschleifen auf Spitzenlos-Rund- 
schleifmaschinen 

E. A. Becker. Von Werkzeugen und Werkzeugmaschinen 

(Hahn & Kolb Nachrichten) 1960 (19) pp 8-10 (Dec) (In 

German) 


5 illustr. A Chec Pr Wp 


Practical experiences with two- and three-wheel lapping 
machines. Praktische Erfahrungen mit Zwei- und 
Dreischeiben-Lippmaschinen 

R. Clar. Maschinenwelt u Elektrotechnik 1961 Vol 16 (4) 

pp 139-142 (Mar) (In German) 

Discusses the capabilities of these machines, giving 
practical advice on their use. It is stressed that the 
choice of the correct grain size for each task, and the 
use of a sturdy diamond truing device are important. 
13 illustr. Chd Pr Psf:Nj 


Deburring machine 
Davis & Thompson Co, 4460 N 24th St, Milwaukee, Wis. 
Tooling & Prod 1961 Vol 26 (12) p 136 (Mar) 

An important feature of this new machine, which, it is 
claimed saves working time, is a floating grinding wheel 
spindle that follows the gear teeth contour and 
eliminates filing and the use of hand wheels. 1 illustr. 
K Ad Chz Pr 


Electroplated grinding wheels 

Yiagrit Diamond Tools Ltd, Station Rd, Staplehurst, 

ronbridge, Kent. Mach Lloyd 1961 Vol 33 (3A) p 41 

Feb 11) 
Profile grinding of tungsten carbide form tools with 
conventional grinding wheels can cause damage to 
machine slides and sensitive measuring gauges. A 
recently developed series of electro-plated diamond 
wheels is said to overcome these faults and have 
numerous other advantages. Standard range of wheels 
is six in number, all 5 in. in diameter. Because of the 
relatively coarse grade of diamond it is essential that 
the wheels should run true, and to assist in this they are 
bored -+0.001 in., and +0.0015 in. and have either a 
recess or boss machined concentric with the diamond 


periphery. 1 illustr. 
K Pant Chch Nv:Lfdd 
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Diskus twin-spindle surface grinding machines 

Diskus Werke AG, Frankfurt/Main. Machinery, Loud 

1961 Vol 98 (2519) pp 449-450 (Feb 22) 
The DDS 1000 twin-spindle grinder for the simultane- 
ous grinding of the two faces of boiler components 
mounts 40 in. diamond wheels, dressed by a diamond 
truing device which is fed between the wheels and 
reciprocated by driven rollers. 2 illustr. 
Ww Chem Nv Pr Psf:Nj 


A vertical multiple spindle semi automatic machine. Ein 
senkrechter Mehrspindel-Halbautomat 


H. H. Finkelnburg. TZ f prakt Metallbearb 1961 Vol 55 
(2) pp 60-65 (Feb) (In German) 

A detailed description of the machine made by 
Henschel-Werke GmbH for working primarily cast or 
forged pieces. It differs from the older model mainly 
in that control is now electro-mechanical. 12 illustr. 
A Ceq Prsb 


Problems of machining space-age metals 
L. A. Hauser, M. C. Metzger. Metal Progress 1961 Vol 
79 (3) pp 97-100, 145 (Mar): 

If full benefit is to be derived from their potential 
strength, the superalloys and ultra-high-strength steels 
must frequently be shaped while in the fully heat 
treated condition. However, as hardness increases, 
machining becomes progressively more difficult. This 
article offers suggestions on machining alloys with 
hardnesses in some instances over Rockwell C-SO. 
Grinding is often used in the fabrication of jet-engine 
turbine buckets. The air-foil section is usually precision 
forged to close tolerances, and then finished with a 
grinding or polishing operation, and many of the 
fastener designs in the root of the bucket are formed by 
grinding. 2 illustr. 
K Bfdz Ceq.1313/Bfxz Ceqg.1313 


Automatic crown-gear grinder 

Gear Grinding Div, Michigan Tool Co, 7171 E 
McNichols Rd, Detroit 12. Mach Tool Blue Bk 1961 
Vol 56 (3) p 175 (Mar) 

Developed to crown-grind teeth of spherical gear type 
couplings this machine can also handle spur gears and 
splines, and a crown-radius of up to 12 in. can be 
ground on gears of 10 in. in diameter. The machine 
is equipped with an automatic wheel dressing device 
and compensation for wheel wear. Form templates are 
used with a hydraulically actuated diamond trimmer to 
shape wheels for gears with diametral pitches from 64 
to 4. 1 illustr. K Ad Che Pr Psf:Nj 


Investigations into the lapping of gear wheels. Unter- 
suchungen iiber das Lappen von Zahnradern 

F. Hensen. Industr Anzeig 1961 Vol 83 (19) pp 311-318 

(Mar 7) (In German) 

Describes a number of tests done using various kinds 
of lapping media, including silicon carbide, boron 
carbide and diamond. Various gear wheels and 
methods are discussed. 30 illustr, 11 ref. 

A Ad Chd Nv/Ad Chd Rgb/Ad Chd Rgc 


New die grinding concept 
International Tool Co, Dayton, Ohio. Tooling & Prod 
1961 Vol 26 (12) p 122 (Mar) 

A special grinder designed to work OD’s and ID’s and 
surfaces of large die rings has been developed by this 
company. The unit is designed to handle hardened 
ground rings varying from 40 to 80 in. diameter. It is 
capable of automatic reciprocating feed in vertical 
direction and on angles. 1 illustr. 

K Ax Che Pr 
























































































Al34 GRINDING AND POLISHING 


Programming on numerically controlled machine tools. 
Programmieren bei numerisch gesteuerten Werk- 
zeugmaschinen 

K. Juestel. Industr Anzeig 1961 Vol 83 (19) pp 301-302 

(Mar 7) (In German) 

4 illustr. A PrW pz 
Polish machine tools. Polnische Werkzeugmaschinen 
T. Kozlowski. Technik 1961 Vol 16 (3) pp 283-287 (Mar) 
(In German) 

Amongst the machines mentioned are a_ vertical 

surface grinder, an internal grinder and a_ special 

grinder for twist drills. 8 illustr. 
Che Pr.329 


Price List of abrasive wheels, 
Vitramic 
Luke & Spencer Ltd, Broadheath, Altrincham, Cheshire. 
34 pp, 6 x 9 in., illustr 
E Pe.252.514 


Lukspenite, Borolite, 


Modern thread grinding machines. Moderne Gewinde- 
schleifmaschinen 

F. Oswald. Von Werkzeugen und Werkzeugmaschinen 

(Hahn & Kolb Nachrichten) 1960 (19) pp 3-7 (Dec) (In 

German) 

A number of Reishauer machines are discussed: the 
special thread grinders type RAG and type BS, and the 
universal thread and helix grinding machine US, which 
incorporates a diamond truing device. Various thread 
grinding methods are briefly considered. 14 illustr. 

A Chep Pr Psf:Nj 


The economical cylindrical grinding of small workpieces. 

Wirtschaftliches Rundschleifen kleiner Werkstiicke 
Overbeck oHG. Maschinenwelt u Elektrotechnik 1961 
Vol 16 (4) pp 171-172 (Mar) (In German) 


Discusses the new Overbeck cylindrical grinding 
machine, which has several improvements on the 
previous model. 2 illustr. A Chel Pr 


How to tap machinable carbides 
E. Wojtowicz. Mach Tool Blue Bk 1961 Vol 56 (3) p 141 
(Mar) 
When tapping small threads in Ferro-Tic C tap 
breakage is often a problem. The article suggests 


means for avoiding this. K Bk Cfz 
The real reason for superfinishing 
J. B. Pond. Mach Tool Blue Bk 1961 Vol 56 (3) 


pp 102-107 (Mar) 

Grinding to a very fine finish can cause wear by 
annealing the skin and changing the microstructure of 
the metal, thus diminishing the superficial hardness. To 
retain surface hardness while delivering close-tolerances 
a cold finishing process, such as honing, lapping and 
superfinishing should be used. 6 illustr. 

K Chew*Chs 


Double-insulated high speed angle grinders 
Wolf Electric Tools Ltd. Materials Handling News 1961 
(41) p 11 (Apr) 

The grinders use depressed centre grinding disks, the 
DI-J7 using a 7 in. disk and the DI-J9 a 9 in. disk. 
Both models can be fitted with cutting off wheels that 
can cut off steel bars, efc, up to 1 in. thickness. The 
motor is enclosed in a polyester resin, with glass fibre 
insulating material acting as a second barrier to 
electricity. Great ease of control is claimed for the 
grinders. L Che Pez Pr 


Industr Diam Abstr May 1961 Vol 18 

ASA publishes new specs for grinding wheels 

Anon. Purchasing Week 1961 Vol 4 (5) p 21 (Jan 30) 
The new ASA publication ‘American Standard 
Specifications for Standard Shapes and Sizes of 
Grinding Wheels B 74.2—1960, prepared in co-operation 
with the Grinding Wheel Institute of Cleveland, is 
discussed. This booklet does not, however, attempt to 
cover more specialized arbasive wheels, such as 
diamond wheels and abrasive disks, so that for these 
the booklet ‘Standard Shapes and Sizes of Grinding 
Wheels, Simplified Practice Recommendations R45-54 
should be referred to. K Pe.254 


Abrasive sponge. Schleifschwamm 

Anon. Industr Anzeig 1961 Vol 83 (20) p 326 (Mar 10) 

(In German) 
_Obtainable in disk, wheel, or drum form, the sponge 
is claimed to give a smooth and even finish whether 
used by hand or machine, and on any material. 
Particularly important is the fact that the sponge soaks 
up fluids necessary in grinding, and releases them as 
required. It can be obtained in grain size 36, 80, 150 
and 250. 1 illustr. A Pez 


Lapping of milling cutters. Lappatura dei taglienti di 
rese 
Anon. Officina 1961 Vol 6 (4) p 10 (Feb 28) (In Italian) 
An abrasive lapping compound of medium grain size 
is used in this operation which, it is claimed, improves 
cutting power of the tools. 
M Ale Chd Rdc 


Centreless cylindrical grinding machine BR 6. Spitzen- 
lose Rundschleifmaschine BR 6 

Anon. Maschinenwe!lt & Elektrotechnik 1961 Vol 16 (3) 

p 125 (Feb) (In German) 

This machine will grind workpieces up to 63 mm in 
diameter ; the profile truing of the wheels is done by 
means of a hydraulic copying device. 

Chec Pr Psfb 


Gear deburring machine 

Anon. S Afr Min (Engng) J 1961 Vol 72 Pt 1 (3553) p 551 

(Mar 10) 
The machine has a formed grinding wheel with a 
worm profile, and can produce a precalculated chamfer 
on spur, bevel and helical gears up to 12 in. diameter 
and of any tooth form. A separate wheel is required 
for each different gear pitch and form. A continuous 
grinding process on all teeth is provided. 
L Ad Chz Pr 


Grinding of small workpieces with magnetic fixed stay 

Anon. European Techn Dig 1961 Vol 6 (3) p 70 (Mar) 
A new fixed stay serves not only as a support, but also 
as a holder of the workpiece, enabling smaller work- 
pieces to be machined with centre grinding machines 
2 illustr. L Che Pr Psdz 


Improper grinding is expensive 
Anon. Mach Tool Blue Bk 1961 Vol 56 (3) p 245 (Mar) 
The article emphasises the lack of attention paid t 
the correct and careful regrinding of cutting we. ” 
1 





REQUESTS FROM AMERICA 
American readers who wish to order a photostat or reprint 
of an article abstracted in Industrial Diamond Abstracts 
are advised to apply directly to the appropriate journal if 
this is an American publication. 




















eee 


in 
Dy 
fb 


ch 





May 1961 Vol 18 Industr Diam Abstr 


Roll grinder handles 9 ft screw 

Anon. Mach Tool Blue Bk 1961 Vol 56 (3) p 130 (Mar) 
The new 24 in. Cincinnati roll grinder is expected to 
save as much as two days production time on some 
machining work, and will handle shafting, spindles, 
special type mixer blades and complicated screw shafts, 
including lengths of up to 10 ft with diameters of 1 to 
24 inches. 1 illustr. K Che Pr 


BP 831,927 Cincinnati Milling Machine Co 
(June 10, 1957—conv date, USA) 

Grinding machine having an_ incremental feed 
mecha 


8 claims, 6 illustr. D Chee Pr.545 


BP 833,951 
Surface grinders 
The grinder is equipped with a control gauge consist- 
ing of two lens systems set at an angle to each other. 
One system is associated with a light source, the other 
system with a photo-electric cell. The systems are 
adjustable and the grinding operation is stopped when 
the light ray is reflected from the ground surface to the 
photo-electric cell so that the control is optical without 
any physical contact. 2 claims, 1 illustr. 
J Chem Pr Wp.545 


(Mar 18, 1958) E. F. Hogmann 


BP 834,037 Micromatic Hone Corp 
(Nov 28, 1955—conv date, USA) 

Flat surface grinding machine 

The machine is of the opposed wheel type and is 
designed for grinding eg workpieces fed between the 
spaced pair of grinding wheels by a rotary disk. 
Uniformity of workpiece size and maintenance of 
parallelism between the opposed faces of the work- 
pieces can only be achieved in a single operation if the 
wheel surfaces are maintained correctly trued and 
correctly spaced so that any wear is compensated for. 
Frequent shut-downs for truing are expensive. The 
machine is provided with sensing means which cause 
adjustment of one wheel relative to the other in case 
of variations from a predetermined thickness of the 
workpiece. This includes control of the frequency of 
compensating indexing movements by an _ electric 
motor, a magnetic clutch and a switch and a wedge 
movable laterally of the wheel axis. The frequent 
interruptions for truing the wheels are not necessary 
any more. A truing unit provided with two truing 
diamonds is arranged on guide bars in a position 
parallel to a line passing through the centres of the 
grinding wheels to be swung into operative position for 
the initial truing of the wheels before a new machining 
operation or in case of an accident. 15 claims, 11 
illustr. J Az Chem Pr.545 


BP 834,677 Norton Co 
(Sep 21, 1957—conv date, USA) 
Improvements in or relating to polishing devices and 
polishing wheels embodying such devices 
4 claims, 6 illustr. 
Chm Pe.21.545 


BP 834,742 A. Mohrenstein 
(Oct 8, 1957—conv date, Germany) 
Device for balancing a grinding wheel during rotation 
10 claims, 6 illustr. M Pe Qq.545 
sP 835,989 Cincinnati Milling Machine Co 
(Apr 21, 1958—conv date, USA) 
Centerless grinder 


16 claims, 7 illustr. D Chee Pr.545 


USP 2,936,552 


USP 2,939,250 (Jan 31, 1957) 


USP 2,939,251 


USP 2,940,842 
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USP 2,931,145 (Feb 28, 1957) O. E. Hill, Norton Co 


Grinding machine 
10 claims, 5 illustr. Ref cited : 2 USP. 
M Psfb.545 


K. H. Schultze, O. Jaeckel, 
Herbert Lindner GmbH 
(Apr 17, 1957—conv date, Germany) 
Automatic feeding device for thread grinding machines 
or the like 
17 claims, 1 illustr. Ref cited: 3 USP; 1 Swiss P. 
M Chep Pr Psf.545 


J. E. Kline, 
Micromatic Hone Corp 
Resonant honing 
A high ratio of grit to bond, 90% to 10% or less, is 
employed in the formulation of self-dressing honing 
stones permitting disintegration to produce the required 
sharpening effect by fracture of dulled abrasive grains. 
A high order of vibratory motion prevents glazing of 
rigidly bonded stones and reduces the amount of power 
and pressure required for honing. It has been found 
that application of wave energy causes self-sharpening 
of honing stones with the hardest bonding materials. 
The energy wave should approximate the frequency of 
either workpiece or tool or a harmonic of this 
frequency. 7 claims, 5 illustr. Ref cited : 8 USP. 
J Chh Pgk Ur.545 


(Feb 18, 1957) J. H. Greening, 
Micromatic Hone Corp 
High frequency honing 
A device embodying a transducer with an oscillation 
range from 20 to 100,000 cycles is clamped to the 
workpiece which is thus rapidly vibrated as the tool is 
reciprocated and rotated within the workpiece. A 
minute dressing operation is thus constantly carried out 
preventing glazing. The vibration may be directly 
applied to the honing tool. The transducer is 
de-energized towards the end of the operation while the 
honing tool continues to operate for a few strokes to 
produce a high degree finish. 12 claims, 14 illustr. Ref 
cited : 5 USP. J Chh Pgk Ur.545 


(Mar 18, 1958) D. G. Philips, 
Precision Grinding Wheel Co Inc 
Abrasive articles 
5 claims, no illustr. Ref cited: 1 USP; 1 BP. 
M Pe Urb.545 


FP 1,215,663 (Sep 27, 1958) Réalisations Ultrasoniques, 


- J. Dory, J.-J. Renaut 
Grinding and honing machines. Perfectionnement aux 
rectifieuses et aux machines a roder 


1 claim, 1 illustr. 
Che Pr.545/Chd Pr.545 


FP 1,220,611 (Apr 27, 1959) Newall Engng Co Ltd 


The control of dimensions in machine tools. Contréle 
de dimensions dans les machines-outils 

An indicator in form of a vibratory feeler is so 
arranged that its vibration starts when contacted by the 
grinding wheel in its advance towards the workpiece. 
The vibrations are electrically picked up and amplified 
to actuate a signal or a relay. There is hardly any 
pressure between wheel surface and feeler on contact 
so that the diamond serving as contact point does not 
suffer or cause any wear on the grinding wheel. 
7 claims, 1 illustr. J Pr Wp.545 
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(Nov 18, 1955) C. Krug, 
Diskus Werke Frankfurt/Main AG 
Individual grinding body, in particular face grinding 
Wheel. Eingelschleifkérper insbesondere Stirnschleif- 
kérper 

1 claim, 1 illustr. Ref cited: 3 DBP; 1 Swiss P; 
1 BP; 3 USP. D Pe.545 


Trade Literature 


No 56 High precision Jig grinding machine 
Coventry Gauge & Tool Co Ltd, PO Box 39, Coventry. 
8 pp, 8 x 10 in., illustr. (Mimeographed) 

The machine is said to work hardened materials with 
freedom from distortion throughout the operation. The 
spindle head unit is claimed to be able to maintain a 
constant speed irrespective of the load on the grinding 
wheel, enabling a pre-set speed to be selected and 
repeated at any time. The spindle has a collet nose 
enabling diamond impregnated stalks to be used, or 
grinding spindle quills. Specifications are given, and 
both standard and extra equipment are listed. 

A Chew Nqz Pr.57 


Collected catalogues 

Impregnated Diamond Products 

Gloucester 
These two booklets have a large selection of diamond 
wheels, tools, and dressers. One booklet covers the 
engineering section and the other the non-engineering 
section. The foreword contains some useful informa- 
tion about diamond grain, bond et cetera. A price list 
is included. Nq.57 


No 28 Jackman 53 in. horizontal disc grinder 

Geo Jackman Machine Tool Co Ltd, 73 Eastbowrie Ave, 

N9. 1 p, 8 x 6} in., illustr 
The large abrasive area is said to ensure faster and 
more accurate grinding on components from over 
20 x 10 in. down to 2 x 2 in. The grinding disk can 
easily be changed and there is a built-in dressing device. 
E Che Pe Pr.57 


Ltd, Tuffley Cres, 


Inside news about grinding inside diameters 

Norton Grinding Wheel Co Ltd, Welwyn Garden City, 

Herts. 4 pp, 54 x 84 in., illustr 
Moulded especially for internal grinding operations, 
these wheels are designed to give a free, fast, cool- 
cutting action ; they are said to give low diamond wear 
and to be easily dressed. Performance figures and 


specifications are given. 
A Chen Nv Pr Psf.57 


Rubert ‘B’ Blocks, self-aligning, accurate, versatile 
Rubert & Co Ltd, Demmings Road, Cheadle, Cheshire. 
4 pp, 74 x 94 in., illustr 
These ‘B’ blocks are claimed to be a new and 
revolutionary supporting stand for cylindrical com- 
ponents and to be made to an accuracy of +0.0002 
inch. Because of the reduction in machining require- 
ments this accuracy, it is said, can be achieved at very 


competitive prices. 
Ag Ceq Pr Psz.57 


Collected catalogues ; 
Adcock & Shipley Ltd, Ash Street, Leicester 
Collected catalogues of the machines exhibited at the 


International Machine Tool Exhibition 1960, Olympia. 
E igremer Pr.27.57 
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Oliver face mill grinders etc 

Oliver Instrument Co, Adrian, 

8+ = 11 in., illustr 
The Oliver Automatic Face Mill Grinder features 
automatic dressing and forming of the wheel after each 
pass over a cutter blade. Grinding is done to a fixed 
line the diamond and not the wheel controlling the 
accuracy of the grind. The new crown face cam and 
cushion type indexing, with the machine arranged to 
grind way from the lip rest and against the cutting edge, 
are claimed to assure accuracy and uniformity. The 
machine is said to be simple to set up and operate ; 
after the wheel has contacted the cutter blade and the 
diamond it is automatically fed down to the diamond. 
A number of cutter tooth forms are available. The 
Oliver Heavy Duty Hand Operated Face Mill Grinder 
is designed for all types of face mill grinding on coarse 
and fine pitch cutters, but it will not grind a radius. It 
will grind cutters from 4 to 24 in. diameter, and use of 
a cup wheel prevents wheel interference and can 
provide the necessary clearance on fine pitch cutters. 
A diamond adjustable to the angle of the wheel dressing 
device is mounted on the front of the pedestal directly 
beneath the grinding wheel so the wheel may be dressed 
as it is fed down to the cutter. The Oliver No 2 Arc 
Radius Grinder is designed for the accurate sharpening 
of face mills 6 in. to 26 in. diameter, and of the cutters 
requiring a radius. Cutters may be sharpened either 
with or without radius, and the radius may be varied 
from 0 to 2 inches. The machines are illustrated and 
specifications are given. 
A 
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Mich, USA. 12 pp, 


Che Pr Psf:Nj.57 


Reinecker automatic internal grinder JSA 0. Reinecker 
Innenschleif-Automat JSA 0 
J. E. Reinecker Maschinenbau GmbH, Einsingen/UIm, 
Germany; British Rep: Stuart Davis Ltd, Coventry. 
Folder, 84 x 11} in., illustr. (In English, French and 
German) 
These electro-hydraulically controlled grinders are 
intended for the accurate and economical grinding of 
cylindrical or tapered, open or blind-end, smooth or 


fluted bores in series and mass-production. Fully 
automatic operation is combined with an_ indirect 
measuring method, said to suit all bores. When 


grinding to size by the indirect method, the point of 
the truing diamond is set to finish size. A direct 
measuring device using a measuring disk may also be 
supplied. Specifications are given. 

D Chen Prs.57 


Reinecker face grinding machines PS 1 and PS 400 

J. E. Reinecker Maschinenbau GmbH, Einsingen/Ulm, 

Germany; British Rep: Stuart Davis Ltd, Coventry 

10 pp, 84 x 11} in., illustr 
The face grinders are production machine tools for 
grinding flat components, needing maximum face 
parallelism and precision finish, and flat components, 
with tapers up to 25 degrees. They are also used for 
producing and maintaining Fellows type gear cutters 
Among features listed are a dressing diamond whic! 
swivels into position and returns automatically o1 
switching to dressing operation. Operation of th 
machine is explained; diagrams, photographs, anc 


specifications are given. 
D Nj Psf:Che Pr.5 


Shaw’s diamond tools for industrial purposes 

A. Shaw & Son (Diamonds) Ltd, Waterloo Rd, Londo: 

NW 2. 11 pp, 8 x 11 in., illustr. (In English and French 
Diamond dressing tools, turning and boring tool: 
indenters, and thread grinding tools are covered an 


useful advice is offered on selection and use “3 


diamonds and the tools. E 
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A.LT. Diamond Tool Co Catalog No 1060 


A.LT. Diamond Tool Co, 8221 N Kimball Ave, Skokie, 
Ill. 40 pp, 84 x 11 in., illustr 
The company makes diamond wheels with resin bond 
or the Al-Aloid bond for metal bonded applications. 
A general introduction describes applications of these 
wheel types and explains the specific designs of 
diamond wheel shape. Grit sizes, bond hardness, 
diamond concentration, coolants, plunge grinding, 
mounting and maintenance, correct operation and new 
developments are also covered. More detailed 
information on —_ topics mentioned here is avail- 
able. A section deals with diamond wheels for glass 
working. Custom bond has been developed enabling 
pencil edging and seaming wheels to resist premature 
wear due to its extremely high Rockwell hardness and 
good holding qualities. Benefits derived from this bond 
are said to include minimum dressing, longer tool life, 
and higher production, and it is said to offer consider- 
able advantages in diamond wheels used on straight 
line bevelling machines. D Nv.57 


Harmet 

Boart & Hard Metal Products (SA) Ltd, Johannesburg, 

South Africa. Loose-leaf folder, 94 x 11 in., illustr 
Products are available for mining, engineering, wire 
and tube drawing, and powder metallurgy applications. 
The Electrolytic Chisel Grinder decomposes the 
chisel’s metal surfaces by the flow of an electric current 
in a simple electrolyte across a gap between the chisel 
surfaces and a formed diamond wheel. The gap is 
maintained by a single layer of diamond grit on a 
nickel backing which acts as a hard-wearing, non- 
conductive spacer. This method is said to give about 
7% improved stem life compared with grinders using 
60 grit silicon carbide wheels. 
D Cher Nv Pr.57 


Cincinnati internal grinding wheels 

Cincinnati Milling Products Div, Cincinnati 9, Ohio. 

4 pp, 84 x 11 in., illustr 
Obtaining accurate results with internal grinding 
depends largely upon correct selection of grinding 
wheel grade, especially with operations which involve 
grinding deep, small diameter holes. Suggested 
gradings indicate starting grades and a few rules are 
listed as guides in altering the suggested gradings to 
suit particular needs. A feature of the range is Positive 
Duplication which ensures that all future PD wheels 
will act and grind exactly alike. The self-dressing 
action of the wheels is said to mean that the number 
of dressings needed is kept to a minimum. Uniform 
wear and economy are other advantages claimed. 
D Chen Pe.2552.57 


Can you regrind your cutters as new ? 

larkson (Engineers) Ltd, King Edward Rd, Nuneaton. 
° pp, 64 x 84 in., illustr 

Emphasis the need for systematic cutter maintenance 
and correct methods for regrinding cutters. The 
Clarkson cutter grinder is claimed to be ideal for 
sharpening end mills, slot drills, reamers, Woodruff 
cutters and many others. Specifications are given. 

E Al Che Pr.57 


apping and grinding with abrasive compounds 
lover Manufacturing Co, Norwalk, Conn, USA. 16 pp, 
x 84 in., illustr 
A comprehensive booklet dealing with the history of 
lapping, hand lapping, machine lapping and the 
relative hardness of abrasives and many other aspects 
of the subject. 
E Che Rdc.57/Chd Rdc.57 
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Dia-Dusco specification charts and price list 
Diamond Dust Co Inc, 77 Searing Ave. Mineola. LI. 
4 pp, 84 x 114 in., illustr 
The range of diamond powders and compounds is 
specified, with details of applications which range from 
super finishing to heavy cutting. Techniques for 
lapping to a mirror finish are outlined. 
D Chd Kmg.57/Km.254.57/Kmg.254.57 


Hi-Di surface bonded diamond tools 

Diamond Precision Tools Ltd, 105 Bolsover Street, 

London W 1. 6 pp, 54 x 8 in., illustr 
Hi-Di tools are made in over 200 shapes and their 
uses include drilling minute holes, form grinding, and 
correcting distortion after hardening. The diamond grit 
is said to be bonded to the surface by a unique process 
giving great durability. E Nqz.57 


Elgar machine tool catalogue 

Elgar Machine Tool Co Ltd, i72-178 Victoria Rd, Acton, 

London W 3. 48 pp, 9 x 114 in., illustr 
Models available from the firm are photographed and 
briefly specified. Zetto model 20 is for the precision 
external and internal grinding of small components, 
while model 30 was developed for accurate manu- 
facture of parts such as carbide drawing dies, and 
clock, watch and other components. Karstens model 
US 15 is fitted with the Mercer Airmatic automatic 
sizing equipment which stops grinding head infeed at 
the required position; the head is withdrawn 
immediately the work reaches its predetermined size, 
enabling repeatability within 0.00004 inch. 
D Pr.57 


FS Steelset diamond impregnated products, Catalogue 
DG 395 


Fish-Schurman Corp, New Rochelle, NY, USA. 36 pp, 
84 x 11 in., illustr 
Full of useful facts and figures about the range of 
diamond impregnated products for grinding, lapping, 
drilling etc, and with an illustrated index. 
E Nq.57 


Frauenthal precision production—Bulletin 560 
Frauenthal Division, The Kaydon Engineering Corp, 
Muskegon, Mich. 8 pp, 84 x 11 in., illustr 
Describes the Frauenthal range of boring, grinding, 
contouring and turning machines. Versatility, it is 
claimed, is a strong point and machines can be designed 
to suit special needs. Ceqz Pr.57 


High Precision spherical grinding 

High Precision Equipment Ltd, Bletchley, Bucks. Folder, 

8 x 10 in., illustr 
The spherical grinding machines are designed 
especially to deal with components with ball ends and 
more than a hemisphere of spherical surface. Each 
machine operates on a completely automatic cycle, 
including wheel trimming after each grind, and is 
controlled electronically by means of a comparator 
probe which runs on the component whilst grinding is 
actually in progress. The grinding wheels are mounted 
so that they can be changed in a few seconds. All 
models may be fitted with automatic size control for 
the grinding of external spheres. An illustration shows 
the boring of the wheel to size on a universal machine. 
Boring is done only once during the life of the wheel, 
trimming being by a traversing diamond across the 
face. The controlling size is therefore unaffected as 
wear shortens the length without altering the bore. 
The various models are described. 
E Az Chew Pr Psf:Nj.57 
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Collected catalogues 

Speedlap Corp, 3636 W Oakton St., Skokie, Ill 
These machines are claimed to give lapping accuracy 
at grinding prices, and to grind and lap at the same 
time with micro-in. accuracy, giving finishes of 1 r.m.s. 
and flatness and parallelism to 2 millionths of an in., 
with tungsten carbides, ceramics, tough alloys or 
plastics. The special features include a water-cooled 
lap base to disperse operational heat and avoid 
distortion, and a full pressure air system to maintain 
maximum lapping pressure. The operating principle, 
where the parts are held by gravity and pressure, does 
not require the use of magnets or clamps ; the free grit 
system in conjunction with a non-chargeable lap plate 
is said to achieve high versatility and accuracy. 

Che Pr.57/Chd Pr.57 


Sheffield Model 181 multiform grinder 

The Sheffield Corp, Dayton 1, Ohio. 

illustr 
The machine is said to save time and cut costs in 
grinding multiple diameters or forms up to 4 in. wide 
in one operation with one wheel. Features include 
electro-mechanical control throughout and swivel-type 
work table. Plunge grinding is automatic with rapid 
advance and retraction of the wheel; feed of wheel 


10 pp, 84 x 11 in., 
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Reinecker internal and face grinding machine JSO 
J. E. Reinecker Maschinenbau GmbH, Einsingen/Ulm, 
Germany; British Rep: Stuart Davis Ltd, Coventry. 


16 pp, 84 x 114 in., illustr 
Three models are available. Operation is semi- 
automatic and finish size is determined by indirect 
sizing by setting the diamond tip to finish size. The 
dresser is arranged on the table. The swivel diamond 
holder is located without play, carrying the dressing 
shaft which is arranged for fine adjustment so that 
finish size can be corrected easily. Photographs show 
dressing of the face grinding wheel for periphery 
grinding with hydraulically powered cross movement, 
the automatic dressing of the internal grinding wheel, 
and dressing the cup wheel manually by means of a 
swing lever. Full specifications are given. 
D Nj Psf:Che Pr.57 


Reinecker internal and face grinding machine JPS 1 
J. E. Reinecker Maschinenbau GmbH, Einsingen/Ulm, 
Germany ; 


British Rep: 
16 pp, 84 x 11} in., illustr 
A detailed catalogue describing three models, JS 1 and 
JSIP. These semi-automatic machines have indirect 
sizing equipment utilizing a diamond tip and a diamond 
dresser. D Nj Psf:Che Pr.57 


Stuart Davis Ltd, Coventry. 












into work and spark-out or dwell time are also 
automatic, while automatic compensation for wheel 
wear is optional. The Crushtrue dressing technique is 
explained : a formed steel or carbide roll having the 


Reinecker automatic tool and cutter grinder WZS 5 
J. E. Reinecker Maschinenbau GmbH, Einsingen/UIm, 


Germany ; 


British Rep: 


Stuart Davis Ltd, Coventry 


































profile desired in the workpiece, is fed into the abrasive 
grinding wheel until the latter develops a_ reverse 
profile of the formed roll. 

D Chcb Pr Psf.57 


Collected catalogues 

Taro-Loid Inc, 1321 South Mateo St, Los Angeles 21, 

Calif, USA 
Mainly concerned with specifications, these catalogues 
cover a large range of diamond grinding wheels, tools, 
hones, powder, and dressers. A price-list is included 
and some useful information on how to order. 

N.254.57 


Oliver ACE universal tool and cutter grinders 

The Selsen Machine Tool Co Ltd, 23-25 Sunbeam Rd, 

London NW 10. 12 pp, 84 x 11 in., illustr 
The standard model for high speed and light duty 
carbide grinding is supplemented by the heavy duty 
machine. An important feature of both is the diamond 
truing device on the pedestal below the grinding wheel : 
as the wheel wears, it is fed down to the diamond 
which acts as a fixed grinding line. It is claimed that 
resetting the cutter to compensate for wheel wear is 
unnecessary, with the result that no error in the grind 
due to such wear occurs. The machines are adaptable 
to the use of diamond wheels. Photographs show 
various operations. Extras available include a radius 


grinding fixture. 
D Al Bk Che Pr Psf:Nj.57 


Collected catalogues 
R-O Mfg Co, Madison Hts, Mich. 

It is claimed that with the Universal Form Relieving 
Fixture and Grinder, form ground relief can be 
produced on cutting tools and production parts as 
rapidly as a flat relief. An optical comparator attach- 
ment is available and swings in and out of position for 
checking progress without disturbing set-up Also 
available are high speed spindles which mount on the 
grinder column and permit the grinding of both axial 
and radial relief when used in conjunction with the 
Form Relieving Fixture. The makers also offer a kit 
which can be installed to produce special cams in any 
quantity. E Cheb Pr We.57 


Centerless grinding and polishing—Sch 
Schumacher Metallwerke GmbH, Aachen, Germany 
29 pp, 8} x 11} in., illustr 


4 pp, 84 x 11} in., illustr 


The grinder handles small and medium-size cutters 
Due to adjustability of wheel head and grinding spindle 
in three planes, and to the horizontally located spiral 
grinding attachment and the taper-setting attachment 
of the table, cylindrical and tapered cutters with 
straight or spiral flutes can be ground. Helix angles 
from 0 to 60° can be set for grinding rake and 
clearance angle on hobs, taps et cetera. Operation, 
dimensions, efc, are described. Among additional 
equipment available are a dressing attachment for radii 
from 0 to 5/16 in., and a set 4 ct diamond for dressing 
D Nj Psf:Al Che Pr.57 


g Aachen 





The new machine follows the established Schumag 
method of operation but all individual parts have been 
completely redesigned. One important advantage i 
that faster operating speeds and a higher volume o 
metal removal result. The machine has two grindin: 
wheels and the material to be ground is passed throug! 
it by two feed disks. Polishing follows immediate] 
after grinding and simultaneously the material unde: 
goes a final finishing reduction in diameter allowing 
maintenance of a tolerance of +0.00004 inch. Th 
various parts of the machine are described in som 
detail. Chee Pr.57/Chm Pr.57 





MACHINING PROCESSES AND 
DEVELOPMENTS 


Sharpening of HSS and sintered carbide tools by 
electrolytical methods. Affilatura degli utensili © 
acciaio rapido e in metallo duro con il metoco 


elettrolitico 
Anon. Officina 1961 Vol 6 (4) pp 99-101 (Feb 28) ('n 
Italian) 


5 illustr. 
M Al Bfdg Cher/Al Bke Chor 
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Drill sharpener : accommodates wide angle range 


Connecticut Special Machine Inc, Bridge St Winsted 


Conn. Purchasing Week 1961 Vol 4 (5) p 18 (Jan 30) 
Electrolytic sharpener for steel twist drills is claimed 
to be faster than conventional grinding wheel and does 
not generate as much heat. It allows drill point angles 
from 90° to 180°, tip relief angles 0-20°, and helix 
angles from 30° positive to 30° negative. 
K Albz Bfd Cher Pr 


New ways of cutting metal 
D. Fishlock. S Afr Min Engng J 1961 Vol 72 Pt 1 (3554) 
pp 605, 607, 609 (Mar 17) 

Chemical, electrical and explosive methods for cutting 
metals, particularly modern high-duty alloys, are 
described. The processes include electrolytic machining, 
spark forming, and spark erosion machining. 2 iillustr. 
L Ceq.1456 


Electromachining processes. Elektrobearbeitungstechnik 
H. Schlimme, Berlin-Treptow. Technik 1961 Vol 16 (3) 
pp 275-278 (Mar) (In German) 
Machines discussed include spark-erosion machines 
for grinding and cutting and ultrasonic grinding and 
polishing machines. 9 illustr. 
M Ceqmb Pr/Cegr Pr 


Languepin spark erosion machines 

La Soudre Electrique Languepin, Paris ; Brit Rep: Solar 

Weld Languepin’ Ltd, Fulledge Works, Burnley. 

Machinery, Lond 1961 Vol 98 (2517) pp 333-334 (Feb 8) 
2 ‘ Ceqmb Pr 


2 illustr. K 
New electrochemical technique for polishing semi- 
conductor wafers 
Anon. Bell Lab Record 1961 Vol 39 (3) p 107 (Mar) 
The technique is said to produce a far smoother 
surface than mechanical polishing which leaves 
scratches which can be seen distinctly when the surface 
is magnified 500 times. These are caused by pieces of 
abrasive and semiconductor being ground into the 
surface. The new technique is described. 1 illustr. 
L Bde Ceqp* Bde Chm 


USP 2,939,941 M. Heerschap, C. M. Levitt, 
Crown Mines 
(Mar 20, 1957—conv date, South Africa) 
Eroding of hard crystalline carbon 
Known electrical methods have not been successful 
for sawing or drilling diamond without using in addition 
mechanical abrasion. The problem has been solved by 
first superficially graphitising at least part of the 
diamond, then contacting the graphitised zone with two 
spaced electrodes submerged in an inert dielectric 
medium and causing sparking between an electrode and 
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Fig 12, 13, and 14 (above) and 
15 (left). USP 2,939,941. 





USP 2,938,104 


USP 2,940,226 





Swiss P 345,091 
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the diamond surface while the electrode is fed in the 
desired direction. Fig 12 shows the principle of the 
method which is in essence the burning of a line of 
graphitisation 13 between the points of electrodes 9 and 
10. It is however preferred to graphitise the whole 
surface of the diamond by heating it in a non-oxidising 
oxy-acetylene flame until the graphitising temperature 
is reached. The flame is then slowly removed and the 
diamond cools down. The resistance across the 
diamond surface against an electric current is then of 
the order of 100 ohms. A_ sawing operation is 
illustrated in Figs 13 and 14. Blade 17 fed by weight 20 
erodes diamond 6 at 2000 to 6000 volts. A core drilling 
operation is illustrated in Fig 15. The electrode 22 is a 
hollow cylinder and core 23 may be cut to close 
tolerances. A diamond of 6.4 mm width and 0.6 mm 
depth could be cut along a cleavage plane in under 15 
min. 6 claims, 9 illustr. Ref cited: 8 USP; 1 FP. 

J F H1.1456.545 


E. M. B. Paillarse, La Polymécanique 
(Oct 24, 1957—conv date, France) 

Method of machining tools, tool equpiment for 
operating this or similar methods and tool according 
to those obtained 

The grooves on tools for finishing gears are at present 
made by countersinking or mechanical mortising. It is 
proposed to use spark-machining instead. The shaving 
(finishing) tool forms the first electrode mounted for 
rotation around a horizontal axis. The second electrode 
eg of tungsten copper has several parallel lamellae 
which are brought into the space separating two 
consecutive teeth of the shaving tool to be machined 
with a current of 180 V and 150 W while placed in a 
liquid filled container. 2 claims, 5 illustr. Ref cited : 
2 USP. J Ad Ceq Pd.545 


W. Osenberg, Bisterfeld & Stolting 
(Oct 24, 1955—conv date, Germany) 

Fusion abrading process for surface-working flat and 
curved surfaces of metal bodies and apparatus for 
carrying out said process 

This process works by simultaneous thermal and 
mechanical action using a power driven tool rotating at 
high speed. The tool edges are narrow and finely 
serrated. The surface of the workpiece is converted by 
this process into a pasty or liquid state to be removed 
directly below the friction edges, flung aside or burnt 
by the teeth under the action of the oxygen of the air 
which is continuously fed to the point of contact by the 
adhesive effect of the friction edges. Heat is con- 
centrated at these contact points and structural damage 
by heat can only occur on a very thin layer easily 
removed by subsequent or simultaneous grinding. 
Dulled edges are restored by knurling tools. By 
introducing electric energy and producing arcs between 
friction disk and workpiece the fusion abrasion process 
can be converted into an electro frictional process, and 
it can also be combined with a grinding process by 
using loose grit in a container or fed through nozzles. 
In a friction disk with annular edges there may be 
arranged stepped rings concentric with them impreg- 
nated with ceramic or plastic bonded abrasives to have 
a cutting and friction effect. 10 claims, 14 illustr. Ref 
cited : 14 USP; 1 FP: reports of scientific bodies. 
J Az Bf Chm Rd.545 


G. W. Oyler, J. Maier III, 
Union Carbide Corp 
(May 23, 1956—conv date, USA) 
Method of removing metal from a workpiece of 
stainless steel or from a non-ferrous metal. Procédé 
pour enlever du métal d'une piéce en acier inoxydable 
ou en métal non ferreux 


1 claim, 1 illustr. D Bf Chpb.545 
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FP 1,215,662 (Sep 27, 1958) Réalisations Ultrasoniques, 
J. Dory, J.-J. Renaut 

Ultrasonic saw. Scie a ultra-sons 
1 claim, 1 illustr. M Cegr Pc.545 


FP 1,215,825 Carl Zeiss 
(Nov 20, 1957, Mar 6, 1958—conv date, Germany) 
Method and apparatus for working materials by means 
of a beam of electrically charged particles. Procédé 
et appareil pour le travail des matériaux au moyen 
d’une faiseau de particules électrisées 
13 claims, 6 illustr. M Ba Ceqn.545 


FP 1,219,463 Ateliers des Charmilles SA 
(Mar 27, 1958—conv date, Switzerland) 

Tool for electrolytic machining and method for 
manufacturing this tool. Outil pour  l'usinage 
etehgthete et procédé de fabrication de cet outil 
For the electrolytic machining of carbides the rotary 
tool is often a metal disk with diamond particles for 
producing the required abrasive action. The proposed 
tool is less expensive. It is made from an insulating 
and porous material the pores of which communicate 


Fig 16 (left) and 17 (right). FP 1,219,463. 


and thus form passages which can be made electrically 
conductive. Fig 16 is a cross section through a silicon 
carbide (aluminium oxide, emery) wheel the abrasive 
being held in a vitrified bond. As shown in Fig 16, the 
bond 3 is formed with pores 4 spaced eg 1 mm apart. 
At least part of the passages formed by the pores is 
provided with a silver deposit 5, Fig 17, reinforced by 
an electrolytic deposit of a pe layer 6, Fig 16. 
9 claims, 3 illustr. Cegh Pd.545 


FP 1,220,607 H. J. Schulz, H. Schierholt, H. Peter, 
Deutsche Edelstahlwerke AG, AEG 
(Apr 19, 1958—conv date, Germany) 
Method and device for machining metal workpieces 
being good conductors by means of electric spark 
erosion. Procédé et dispositif pour l’usinage de piéces 
métalliques bonnes conductrices par électro-érosion 
par étincelage 
A rotating electrode is used with a periphery the 
length of which is at least equal to the total length of 
the surface to be machined. This electrode rotates at a 
speed dependent on the feed of the electrode so that its 
passage along the surface takes place during not more 
than one revolution as a maximum. Thus the machined 
profile will correspond exactly to the profile of the 
electrode. The correct rotation may be obtained by 
rack and pinion or by a separate motor controlled by 


the feed. 6 claims, 3 illustr. 
J Bf Ceqmb.1456.545 





REQUESTS FROM AMERICA 

American readers who wish to order a photostat 
or reprint of an article abstracted in Industrial 
Diamond Abstracts are advised to apply directly 
to the appropriate journal if this is an American 
publication. 
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Trade Literature 


Machining the unmachinable with Sheffield-Cavitron the 
ultrasonic machine tool 
The Sheffield Corp, Dayton 1, Ohio. 
illustr 
Explains the principles and capabilities of ultrasonic 
machining and gives details of the models of this 
machine available. 
See also Industr Diam Abstr 1960 Vol 17 p A259 
(Oct). D Ceqr Pr 


16 pp, 84 x 11 in, 





PRODUCTION, GRADING & RECOVERY 
OF ABRASIVE PARTICLES 


Manufacture and the use of diamond grinding pastes. 
Herstellung und Verwendung von Diamant- Schleif. 
pasten 

Engis Ltd, (Hyprez Div), Gabriel’s Hill, Maidstone, Kent. 

Industriekurier 1961 Vol 14 (36) p 21 (Mar 8) (In German) 
Modern methods of production have developed an 

exact control of particle size and even particle 
distribution in special solutions. Twelve different kinds 
of paste are said to cover the whole range of working 
requirements. The factors involved in production, and 
the uses to which the pastes - put are discussed. 
1 illustr. Che Kmeg 


Simple process reclaims industrial diamonds 
Anon. Canad Mach 1961 Vol 72 (1) p 90 (Jan) 


Reclamation of industrial diamonds from machine- 
wiping cloths is done by a relatively simple system 
developed at US Army’s Springfield Armory, Spring- 
field, Mass. The diamond-bearing cloths are washed in 
1 lb lots with synthetic detergent in a washing machine 
fitted with a wire mesh screen over a false bottom. The 
residue thus collected is submitted to a series of 
chemical operations. Microscopic analysis has proved 
the method to be 95-99% effective. 

K Fe Hw.1456 


BP 834,351 
(Oct 25, 1957) 

Abrasives 
Abrasive grains eg diamond grains (carbides, alumina 
glass, garnet, etc) are bonded by a mixture comprising 
a phenolic resin and a filler containing one alkali-meta! 
salt of sulphuric, hydrochloric or hydrobromic acid 
with at least one metallic — of antimony, iron 


lead or zink in a proportion of at least 2%. 13 claims 
no illustr. J Rd.1451.21.54° 


J. R. Gregor, H. E. van Orden. 
Abrasive & Metal Products Co 


. R. Gregor, H. E. van Horden 


USP 2,939,777 
1957) + Shen & Metal Products C: 


(Mar 11, 
Abrasives 
An inexpensive filler for heavy duty grinding whee! 
eg snagging wheels at least as efficient as crysolite is 
filler selected from the class consisting of the alka! 
metal salts of sulfuric, hydrochloric, and hydrobromi 
acid and mixtures of at least one of these salts wit! 
lead sulfide. Wheels with such a filler cut faster an 
have a longer life than those with previously use 
fillers. They are most effective for working stainle:; 
and alloy steels. Any abrasive grain may be employe! 
eg diamond, carbides, alumina, emery, glass, et ceter 
claims, no illustr. Ref cited : 4 USP. } 
Rd Urb.545 








ad 


it. 
n) 
in 
ds 
ig 
id 


ng 


na 
ing 


sta! 
cid 


on 
ms 
545 








May 1961 Vol 18 Industr Diam Abstr 


USP 2,937,934 (June 29, 1951) K. F. Nefflen, 
United States of America 
Plastic film abrasive sheet 


_Abrasive material may become loose and embedded 
in the metallic or crystalline surface to be polished. 
This may make the polished surface itself abrasive 
besides being expensive because of the loss eg of 
diamond dust. A method of holding the abrasive 
securely on its support consists in dissolving a vinyl 
plastic (vinyl chloride acetate) in a solvent (cyclo- 
hexanone) to permit gravity setting of the abrasive 
material (diamond dust) and complete blending of 
plastic and abrasive, pouring the mixture in a mould to 
settle at the bottom on a smooth surface from which 
the plastic film can be stripped after drying. The plastic 
film may be held to a suitable backing (paper, cloth, 
metal, plastic) by an adhesive and abrasive sticks and 
blocks may also be made by this method. 6 claims, 
3 illustr. Ref cited: 19 USP; 1 FP; 2 BP; Mod 
Plastics, 1947. J Pez Qc.545 


USP 2,940,841 J. R. Gregor, H. E. van Orden, 

(Mar 11, 1957) Abrasive & Metal Products Co 
Abrasives 

8 claims, no illustr. Ref cited: 5 USP. 

M Rd Urb.545 


Trade Literature 


Star Dust diamond wheels and hones 

Ace Abrasive Labs Inc, 35 Roselle St, Mineola, NY. 

28 pp, 8 x 11 in., illustr 
The complete line of diamond wheels and hones is 
specified. Wheels are available in resinoid and metal 
bonds, the former being supplied also with synthetic 
diamonds. Star Dust diamond powders and com- 
pounds are described. Powders are carefully selected, 
crushed, and graded, while quality is controlled from 
batch to batch. Star Dust compound is made of ACE 
laboratory graded diamond powders, meets all 
specifications of the US Bureau of Standards. They 
are applied directly to lap or work from dispenser, no 
special equipment being needed. 
D Km Ngqe.57/Km Nvy.57 


Jones & Shipman Precision Machine Tools—Issue No 21 


A. A. Jones & Shipman Ltd, Leicester. 12 pp, 64 x 9 in., 

llustr 
The pamphlet outlines the tests being conducted by 
the Diamond Research Laboratory, Johannesburg, 
using diamond particles in grinding wheels on the Jones 
& Shipman Model 540 surface grinders. Several 
applications are described. Two special diamond grits 
have been developed as a result of the tests, which are 
still continuing, ie SND-RB and SBD-MB. Both types 
have proved up to 50% superior to previously known 


types of diamond mesh. 
E Chem KI Pr.1341.57 





TOOL PRODUCTION 


apanese machine tool factories—5: Mitsui Precision 
Machinery & Engineering Co Ltd, Tokyo 
. E. Green. Machinery, Lond 1961 Vol 98 (2519) 
p 408-417 (Feb 22) : 
Production methods in a Tokyo factory producing jig 
borers and grinders involve the use of British and 
European machine tools. Specifications of the products 
are given. 15 illustr. 
W 


Pr.254.373|Pr.263.373 





TOOL PRODUCTION Ai4i 


BP 832,482 Bisterfeld, E. (trading as 
Bisterfeld & Stolting) 
(Apr 7, 1956—conv date, Germany) 


Grinding elements 
4 claims, 4 illustr. D Pez.545 


BP 834,676 (Sep 21, 1956—conv date, USA) Norton Co 


Coated abrasive segment and wheel containing the 
same 


12 claims, 5 illustr. M Pe.132.545 


USP 2,932,133 (Feb 21, 1957) H. J. Armitage 
Work forming apparatus and method 
7 claims, 11 illustr. Ref cited : 14 USP. 
D Pde Qc.545 


FP 1,217,893 (Dec 12, 1958) SA Craelius 
Manufacture of drilling tools. Fabrication des outils 
de forage 
from Fig 18 while Fig 19 shows the two parts of the 
drill head provided with diamonds in their cutting faces 





Fig 18 (left) and 
19 (right). 
FP 1,217,893. 


Yj 


14 and 18 screwed together at 6 and 10 leaving 
longitudinal passages for the coolant supplied thorough 
axial bore 3 and distributing chamber 4. 1 claim, 2 
illustr. f Bn Cfb Nh.545 


Trade Literature 


Kapp automatic tool grinding machines, etc 


Kapp & Co, Machine Tool Manufacturers, Coburg/ 
Bavaria. 8 pp, 84 x 11} in., illustr. (In English) 

The Kapp automatic tool grinding machines models 
AS 5 v and AS 9 v are designed for grinding hobs as 
well as cylindrical, disk, slot, and profile cutters. While 
suitable for maintaining chip-removing tools in 
engineering works generally, they are claimed to be 
especially valuable for tool production. If required an 
automatic dressing device can be fitted. The model 
MSI inserted tooth cutter grinding machine incorporates 
vertical grinding axes, and if required, the machine can 
be equipped with an infinitely variable grinding motor 
enabling grinding to be done on carbide-tipped or HSS- 
tipped inserted tooth cutters at the most economical 
grinding wheel speed. 
A 


AI Che Prs.57 
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Half-a-century of diamonds for industry 1910-1960 a 
souvenir of the semi-centennial of Wheel Trueing 
Tool Company 

Wheel Trueing Tool Co, 33 West Street, Bloomfield, NJ, 

USA. 16 pp, 8} x 114 in., illustr 
A general review of the firm’s growth which includes 

descriptions and illustrations of their development and 
range of diamond tools, drilling bits, stone saws, and 
dressing tools et cetera. E N.132.57 





POWDER METALLURGY 


Sintered carbide and ceramic cutting tools and sintered 
magnetic materials. Hartmetalle, Schneidkeramik, 
Sintermagnetwerkstoffe 

Agte. Technik 1961 Vol 16 (3) pp 162-163 (Mar) (In 

German) 


3 illustr, 2 tables. M Pdc/Pdd 


Stellite as industrial diamond setting material 

Metal and Plastics Coatings Association News Letter 1959 

p 4 (Oct); Metal Powd Rep 1960 Vol 15 (4) p 63 (Dec) 
A brief note states that Stellite powders have proved 
satisfactory as diamond tool setting material in cases 
where a hard-wearing matrix is required. No precise 
details of the process have been disclosed, but it is 
known that Stellite powder is working very successfully 
as a matrix for diamond wheel dressers where the 
diamonds aré set in clusters. 

Bfy Lfdc Njd 
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BP 832,020 Standard Telephones & Cables Ltd 
(Oct 31, 1957—conv date, Germany) 
Monocrystalline bodies of semiconductor material 

10 claims, 2 illustr. D Bde Che.545 
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Trade Literature 


DTR loose diamonds 

Diamond Tool Research Co Inc, 380 Second Ave, New 

York 10, NY. 4 pp, 84 x 11 in., illustr 
Standard categories of loose industrial diamonds are 
listed and described and include diamond abrasives, 
die stones, sawn stones, crushing boart and stones for 
dressing tools. D Fce.57 


Benefits to purchasers of industrial diamonds 

Engelhard Industrial Diamond Div, 113 Astor St, Newark 

2, NJ. 20 pp, 11 x 84 in., illustr 
Explains the aims of the Company's customer 
orientation plan which is claimed to ensure seven 
benefits: constant availability of materials; lowered 
investment; complete range of products; technical 
assistance service to customers; sales development 
capability ; market development capability ; purchasing 
ease. A Fc.251.57 





Corrigenda 
See Industr Diam Abstr 1960 Vol 17 pA333 (Dec) 
Patent Lists. The last 4 patents of the French 
List should be transferred to the end of the 
German List. 
See Industr Diam Abstr 1961 Vol 18 pA100 (Apr) 
BP 836,283 should read BP 838,283. 














PUBLICATIONS RECEIVED 


BOOK REVIEWS 


The nature of the chemical bond and the structure of 
crystals by L. Pauling 
Cornell University Press Ithaca, New York; Oxford 
University Press, London, 1960, 3rd ed, 644 pp, illustr, 
indices. Price £3 
The new edition of this standard work has been 
completely revised and expanded. No knowledge of 
quantum mechanics or higher mathematics is needed 
on the part of the reader of this general work on the 
present knowledge about the structure of molecules and 
crystals and the nature of the chemical bond. The book 
is therefore useful to the chemist who is not specially 
trained in mathematical theory. The character of the 
book has also been somewhat modified to make it of 
value to the undergraduate student of chemistry. The 
theory of the treatment of the work has been based 
chiefly on the results of quantum mechanics, and 
special emphasis is placed on the resonance pheno- 
menon. The principal innovations in discussing the 
theory of the chemical bond in this edition are the wide 
application of the electroneutrality principle and the 
use of an empirical equation for the evaluation of bond 
numbers of fractional bonds from the observed bond 
lengths. The appendices include various aspects of the 
theory of atomic and molecular structure, and of 
experimental methods of structure determination. 
There are comprehensive author and title indexes. 
Bd Ubb.21.52/Ucd.21.52/Vwf.21.52 


Modern Workshop Technology, Part I—Materials and 
Processes 


H. Wright-Baker. Cleaver-Hume Press Ltd, London 
1956, 2nd ed, S511 pp, illustr. Price £1 15s. Part II 
Machine Tools and Manufacturing Processes, 2nd ed, 
1960, 650 pp. Price £2 15s 


The new edition has been extended and extensively 
revised. There are new chapters on steel wire, and on 
bright steel bars. Many new line diagrams have been 
added. The aim of the work is to relate sound 
theoretical principles to the realities of contemporary 
factory techniques. The practical information, critica 
discussion, tables, statistics and bibliographies mak« 
this a useful reference book for senior students anc 
young works engineers. Part I, Materials and Processes 
deals with states and properties of commoner engineer 
ing materials, and with processes the object of which i 
to bring about changes of form. Hardness tests, includ 
ing the diamond pyramid hardness test, are described. 
Part II, machine tools and manufacturing processe: 
contains chapters on the general principles of machin 
tools and the theory of cutting, which are followed b 
specific machine tools and techniques, as_ well 
surface technology, lubrication, safety, etc. A sectio 
deals with diamond turning and boring and diamon:! 
wheels, diamond dressed wheels and the diamon! 
pyramid hardness testing machine are mentioned to: 
Each volume has an extensive index. 
B U.52/Ceq N.52/Ceg Pr.1456.5 





May 1961 Vol 18 Industr Diam Abstr PATENT LISTS Ai43 


Ceramic cutting tools. Schneidkeramik graphs and line drawings. The appendix contains 
C. Agte, R. Kohlermann, E. Heymel. Akademie Verlag, comparisons of colour grading systems, something of 





Berlin, 1959, 203 pp, illustr. (In German) 
Recently ceramic cutting tools have attracted wide- 
spread attention among those concerned with chip- 
producing cutting techniques. This book sets out to 
give a comprehensive survey of the history, properties, 
and applications of this important new kind of tool, as 
well as discussing in detail the technical problems which 
they raise. Of special interest is the chapter on 
grinding ceramic tools, which contains a section on 


diamond grinding. 
K Al BI Che Nv.52/Ceg Pdd.52 


Progress in ceramic science. Vol I 

J. E. Burke. Pergamon Press, Oxford, London, New 

York, Paris, 1961. 232 pp, illustr, indices. Price £3 10s 
The objective of this volume, which is to be the first 
of an annual series, is to provide critical reviews of 
various aspects of ceramic science and engineering, 
both to assist workers in the field and to lead to clear 
statements of the critical problems which will aid the 
development of science by showing where new 
knowledge is needed. The range of ceramic materials 
has been extended to include almost all non-metallic 
inorganic substances. Techniques of solid state physics 
are used to study the properties of ceramics, and solid 
state chemistry is used to study processing reactions. 
Chapters deal with the strength of glass, chemical 
approach to the problems of the glassy state, vaporiza- 
tion of oxides, and the chemistry of cement hydration. 
L BI U.52 


The Diamond Dictionary 

Lawrence L. Copeland and others. Gemological Institute 

of America, 1960, 315 pp, illustr 
The aim of the dictionary has been to include all 
important terms relating to gem diamonds and the gem 
diamond industry. Diamond grading, evaluation, 
market controls, cutting styles, mines, mining methods 
and other aspects are carefully considered. Only a 
selection of industrial diamond terms have been 
included. The numerous illustrations include photo- 


the nature and purposes of the Gemological Institute 
of America, a number of related subjects and a selected 
bibliography. L F.512 


Machining ferrous materials by chip-producing methods. 
Zerspanung der Eisenwerkstoffe 

G. Vieregge. Verlag Stahleisen mbH, Duesseldorf, 1959, 

346 pp, illustr, indices. (In German) 

The present book is part of a series intended to cover 
the whole field of iron and steel in industry. It is 
designed to be of assistance to the specialist in his 
everyday work and to provide a background to those 
engaged in neighbouring subjects. It is divided into 
three main headings—the principles of the chip 
producing machining process, machinability of 
materials, and cutting materials. Of special interest is 
a short chapter in the third section on ‘ The diamond 
as a cutting material’ and in the introduction to the 
same section, diamonds are compared to other cutting 


materials. 
K Byjc Ceg Nf.52/Bfc Ceq.52 


The Wire Industry Encyclopaedic Handbook 1961 

Wire Industry Ltd, London EC 4. 1961, 562 pp, illustr, 

indices 
This is a useful reference book for the wire drawing 
and wire fabricating industries. It includes a trade 
summary, a buyer’s guide to suppliers, a branded names 
list (many of which are registered trade names) and 
lists of reference books and useful articles. A reference 
section contains a comprehensive article on_ the 
inspection and maintenance of diamond dies. The 
method of inspection is described as are the faults to 
be looked for and their treatment. The diamond 
powders and machines used for the treatment of faults 
are dealt with. Needle type machines are said to be 
better suited for reconditioning larger dies, and wire 
type machines for smaller dies. The appendices include 
lists of Associations and Societies, wire and general 
tables, and British Standards. 
L An Cn.52/Nkb:Hp Km.52/Nkb.138.52 





PATENT LISTS 


BRITISH 


The Official Journal (Patents) 1961 (3760) (Mar 8) 


‘66,477 HABIT DIAMOND TOOLING LTD. Index- 
ing means for dressing tools. 


The Official Journal (Patents) 1961 (3761) (Mar 15) 
66,862 BOLIDENSGRUVAKTIEBOLAG. Apparatus 
for diamond drilling bore holes. 


66,886 PRECISION GRINDING LTD. Cutting tools. 


UNITED STATES 
Official Gazette 1961 Vol 763 (1-4) (Feb) 


970,409 A. K. SEIRIG, H. -J. STRUNCK, 
WERNICKE & CO KG. Grinding machine, 
especially for grinding spectacle glasses. 

970,410 W. G. GITTINS, VOLZ ARISTOCRAT 
PLASTICS, INC. Apparatus for use in 
manufacturing plastic faced building units. 

970,412 F. J. ELLIS, H. F. DIVEN. Profile projector 
or comparator for cutting machine tools. 


2,970,413 M. MIKLOSCH, LIBBEY-OWENS-FORD 
GLASS CO. Apparatus for surfacing glass 
sheets. 


2,970,588 G. ACHILLES, R. STOCK, & CO., SPIRAL- 
BOHRER-, WERKZEUG- UND MASCHI- 
NENFABRIK AG. Adjustment apparatus 
for dressing tool support. 


2,970,895 G. W. CLARK, RURA LEFEVER, UNION 
CARBIDE CORP. Process for crystalline 
growth employing collimated electrical 
energy. 


2,970,929 L. A. HANSEN, J. H. BAKER, E. J. KEYES, 
NORTON CO. Manufacture of coated 
abrasives. 


2,971,296 M. M. BASS, R. M. BELL, L. C. 
HAMMOND, P. J. ROBISCHUNG, 
HAMMOND MACHINERY BUILDERS 
INC. Grinder with oscillating head. 


2,971,297 E. M. HAKANSON, SHEFFIELD CORP. 
Machine tool. 
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2.971.298 A. N. GARTHWAITE, F. T. KRISTIAN- 
SEN, INTERNATIONAL BUSINESS 
MACHINES CORP. Workholder for a 
lapping machine. 

2,971,373 A. P. HELDENBRAND. 

minimizing drill pipe. 

L. NUSSBAUM, TITANIUM PRODUCTS 

CORP LTD. Hard metal carbide products. 

R. E. REASON, TAYLOR, TAYLOR & 

HOBSON LTD. Surface testing apparatus. 





Method for 
2,971,839 


2,972,250 


2,972,527 G. UPTON jun, CHEMICAL RESEARCH 
CORP. Abrasive products and method of 
making. 

2,972,669 C. A. BROWN. Materials cutting apparatus 
and method. 

2,972,841 W. D. ANDERSON, NORMA-HOFFMAN 


BEARINGS CORP. Method of universal 
preload grinding of duplex ball bearings. 
A. WESTROM, K. H. FALK, BENDIX 

CORP. Ball race cutting machine. 
2,973,246 C. G. HERMAN, R. ROSE, W. R. GRACE 
& CO. Method of making polishing 
material. 


2,972,935 


SOUTH AFRICAN 
Official Journal 1961 Vol 14 (5-8) (Feb) 
60/3506 L. A. WILLIAMS, ANOCUT ENGNG CO. 
Electrolytic grinding. 
60/4315 B. ELLIOTT, J. EVANS, HIGHER SPEED 


METALS LTD. Carbide and like tipped 
tools and tips therefor. 


AUSTRALIAN 


Official Journal 1961 Vol 30 (49) Vol 31 (1-4) (Jan-Feb) 
231,978 WACU-BLAST LTD. Dry abrasive blasting. 


SWISS 


Patentliste 1961 (1-2) (Jan) 


351,419 W. FUHRMANN, MASCHINENFABRIK 
AUGSBURG-NURNBERG. Device for 
registering the forces applied to a specimen of 
a material during testing. 

W. OSENBERG, BISTERFELD & STOLTING. 
Method of machining plane and curved 
surfaces of metallic bodies and tool for 
carrying out the method. 

D. W. MOLINS, T. ROWLANDS, MOLINS 

MACHINE CO LTD. Apparatus for sub- 

dividing cylindrical articles. 

STANEK, VYSKUMNY USTAV PRE 

MECHANIZACIU A AUTOMATIZACIN. 

Feed circuit for electro-erosive machine tools. 


351,518 


351,531 


351,688 J. 


FRENCH 
Bulletin Officiel 1961 Vol 2 (6-10) (Feb-Mar) 
1,253,747 MIDWEST SUPPLY & MFG CO. Automatic 
mechanism for synchronisation and feed in 
order to control the wear of a grinding 
wheel. 
TAYLOR, TAYLOR & HOBSON, G. O. 
RAWSTION, R. E. REASON, RANK 


PRECISION INDUSTRIES LTD. Generat- 
ing method for profiled surfaces. 


1,254,007 
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1.254.411 M.MAGAT, M. BRUMA, CO FRANCAISE 
DE RAFFINAGE. Method of electro- 
erosive machining. 

74,920 H. M. LEFEVRE. Endless cable for sawing 

1,203,000 materials such as stones and method of 
manufacturing this cable. 

1,255,708 HAEFELL & CO. Method and device for 
treating chip producing tools. 

1,255,680 EUSTAQUIO BILBAO ABAROA. Universal 


apparatus for grinding and honing tools 
suitable for the spindles of grinders. 


GERMAN 
Patentblatt 1961 Vol 81 (8-12) (Feb-Mar) 
Applications Open to Public Inspection 


1,100,203 C. BALLHAUSEN, DEUTSCHE EDEL- 
STAHLWERKE AG. Feeding device for 
the automatic control of the spark gap in 
metal working machines using the spark 
erosion method. 

H. E. DE BRUIJN, NV PHILIPS’ GLOEIL- 

AMPENFABRIEKEN. Device for electro- 

erosion with an axially vibrating electrode. 

ROTZOLL, HERMINGHAUSEN- 

WERKE. Method and device for measuring 

workpieces in centreless through-feed grind- 

ing. 

E. WILDHABER, MAAG-ZAHNRADER U 
MASCHINEN AG. Method and device for 
generating corrected helical tooth flanks. 

W. SCHLORKE, H. RONSCH, INSTITUT 
FUR WALZLAGER U NORMTEILE. 
Lapping machine for balls. 

E. FOUQUET. Method and device for copy 
grinding three-dimensional surfaces. 

R. J. BONDLEY, GENERAL ELECTRIC 
CO. Method of making gramophone 
needles. 

K. HANSELMANN, F. HELFER, J. M. 
VOITH GmbH. Method and device for 
smoothing the surface of paddle wheels by 
plunge grinding. 

K. RANTSCH, O. TROTSCHEL, M. 
HENSOLDT & SOHNE OPTISCHE 
WERKE AG. Device on a machine tool, 
eg grinding machine, for compensating the 
shift caused by temperature differentials 
between the co-ordinate table carrying the 
workpiece and the tool carrier. 

E. HURST, REXALL DRUG CO. Resin 
bonded grinding body. 

H. J. SCHULZ, R. SATTLER, DEUTSCHE 
EDELSTAHLWERKE AG, ALLGEMEINE 
ELEKTRICITATS-GESELLSCHAFT. De- 
vice for the electro-erosive production 0! 
threaded holes in workpieces. 

L. OLIVER, AMERICAN OPTICAL CO 
Method and device for making bi-foca 
lenses. 

W. K. TEMPLE, NEWALL ENGINEERINC 
CO LTD. Device in a grinding machine fo 


,100,205 


100,302 E. 


100,427 


101,208 


,101,209 


_ 


101,998 


101,999 


— 


102,000 


102,001 


102,311 


_ 


102,349 


1,102,597 


limiting the grinding wheel feed on reachin 
a desired dimension. 

H. J. C. WEIGHELL, SPERRY GYRO 
SCOPE CO LTD. Device for producing 
feed movement composed of extremel 
small increments. 


_ 


,102,598 
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1,102,710 K. M. TAYLOR, CARBORUNDUM CO. 214,236 NV PHILIPS’ GLOEILAMPENFABRIEKEN 
Method of making powdered boron nitride. Method of soldering to diamonds. . 


1,103,177 W. CAWI, CAWI & CO GmbH. Grinding 
device for tools, eg drills, milling cutters or 214,660 I. CSORDAS, B. LANYI, Z. VERES, L. VISY, 


the like. KABEL-ES MUANYAGGYAR. Method of 
1,103,181 W.  BELLON, LICENTIA  PATENT- producing ceramic bodies, in particular for 
VERWALTUNGS-GmbH. Electro-tool, in metal-ceramic purposes from corundum 
pastes angle grinder with ventilating powder by sintering 
wheel disposed immediz i 
ane Tape ow diately behind the 414661 GENERAL ELECTRIC CO. Sintered hard 
g g : 
metal body and method for its manufacture. 
pony 214,806 W. HAUSCHILD, H. HAUSCHILD. Polish 
7 214, . . . Polish- 
Patentblatt 1961 Vol 58 (1-3) (Jan-Mar) ing and grinding machine with two parallel 
214,235. NV PHILIPS’ GLOEILAMPENFABRIEKEN. grinding spindles for articles with convex or 
Method of soldering a diamond to a metal concave surfaces, in particular for cullery, 
mount. instruments or the like. 





ABSTRACT HEADINGS 


It may be of interest to readers to know how the abstracts are allocated to their various sections and for this 
reason we are publishing this expanded list of titles. 
Diamond Mining and Industry 
Can include any general news or information about the industry :—eg geology, prospecting, et cetera. 
Physical, Chemical, and Mechanical Properties of Diamond 
As per title, including synthetic diamond. 
Physical, Chemical, and Mechanical Properties of Hard Materials 
Hard materials such as tungsten carbide, ceramics, etc, whose properties either enable them to duplicate 
work done by diamond, or effects their machinability—ie makes it necessary to use diamond. 
Diamond etc in Instruments 
Instruments that use diamonds. 
Hardness, Wear Testing, and Precision Gauging 
a) All hardness testers that use diamond indenters. 
b) Testing wear on materials that are machined with diamond or on diamond tools and grinding 
wheels, et cetera. 
c) Measuring or gauging instruments used to check or control precision work. 
Truing of Grinding Wheels 
Includes truing or dressing devices that use diamond and/or truing or dressing devices that are used 
on diamond wheels. 
Precision Machining 
All chip producing machines that either use diamond tools or tools made with or re-sharpened with 
diamond tools, eg lathes using boring or turning tools, and milling machines. 
Cutting and Machining of Stone, Glass, etc. 
Any operation on these materials that uses diamond or diamond manufactured tooling. 
Gem Polishing 
Self explanatory. 
Rock Drilling 
Any drilling operation using diamond or diamond manufactured drill bits. 
Wire Drawing 
Either diamond dies or dies manufactured by diamond. 
Grinding and Polishing 
All grinding, polishing, and finishing operations such as lapping and honing, and machines that do the 
same, which use diamond in any form. 
Machining Processes and Developments 
Any electrical process such as electro-erosion, spark erosion, or electrolytic grinding that employs, 
"eplaces, or is compared with diamond or any other new process in the same category. 
®roduction, Grading, and Recovery of Abrasive Particles 
Includes any diamond powder, paste, or grain. 
Tool Production 
Any method of producing diamond tools or machine tools or tools diamonds are used to manufacture. 
*owder Metallurgy 
Any aspect of the subject that has any connection with diamond especially sintering processes used in 
ne manufacture of diamond tools. 
Miscellaneous 
Anything to do with diamond technology, not fitting any other heading. 
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GENERAL NOTES 


The Industrial Diamond Information Bureau is included in the Diamond Research Organization of Industrial 
Distributors (Sales) Ltd (incorporated in the Union of South Africa), together with the Diamond 
Research Laboratory in Johannesburg. 


May 1961 Vol 18 


Abstracts 


The Bureau prepares abstracts of current scientific and technical literature, including patents, on 
industrial diamonds and associated subjects. These are published monthly in Industrial Diamond Abstracts, 
which is supplied free to those concerned with the use of diamonds for industrial purposes, and to specialist 
libraries. The publishers do not claim any copyright in respect of abstracts in this journal. No specific 
acknowledgement is made to other abstract journals, and no objection will be made to other abstract 
journals using the contents. 


The list of journals (latest issue, September 1955) from which Industrial Diamond Abstracts is compiled 
will be supplied on request. 


Library 


The Bureau has a Reference Library which seeks to cover world literature on the application and 
production of diamond tools. It is kept up to date by a careful examination of new publications announced 
in abstract and technical journals, and covers, in addition to English, German, French and Russian books. 
The library specializes in technical and scientific pamphlets. 


Patent Abstracts 


Patent lists are prepared from official patent journals of the major industrial countries, and patent 
abstracts in general from the printed patent specifications. Printed copies of British patent specifications 
accepted may be obtained from the Patent Office, Southampton Buildings, London WC 2, at 3s 6d each. 
Numbers given under British applications for patents are for reference in all correspondence up to 
acceptance of the complete spacification. 


The following abbreviations are used :—BP for British Patent, USP for United States Patent, DAS 
tor German Patent Application, DBP for German Patent (GP for German Patents issued prior to 1950}, 
FP for French Patent, Canad P for Canadian Patent, and RP for Russian Patent. 


Supply of Literature 


1. Loan Service: much of the literature abstracted in this journal is available in its original 
form, and can be borrowed for a period of fourteen days (in Great Britain only). When applying - a 
loan, please quote the title of the article, the name of the author, and the number of the page on which 
it appeared. Do not quote the coding at the end of an abstract as this is for internal reference only. 


2. Reprints: copies of certain selected articles on industrial applications of diamond are available 
and can be supplied on request at a charge of Is each, post free. New reprints are announced from time 
to time in this journal, and a classified list of reprints, dated September 1958, is available free on request. 


Technical Information 

The Bureau offers the resources of its considerable literature holdings to those seeking specific 
information on diamond tool and similar applications. Problems requiring fuller technical assistance can 
be referred to the Diamond Research Laboratory, Johannesburg. 


inquiries in connexion with these services should be made to Industrial Diamond Information Bureau 
industrial Distributors (Sales) Ltd, 2 Charterhouse Street, London EC |. 
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INDUSTRIAL DIAMOND INFORMATION BUREAU 


Industrial Distributors (Sales) Ltd, 2 Charterhouse Street, London, EC |. 


LIST OF PUBLICATIONS, MAY, 1961 


For information: on industrial diamonds contact the Industrial Diamond Information 
Bureau. Backed by the Diamond Research Laboratory in Johannesburg (the largest laboratory 
in the world devoted to diamond technology), the Bureau offers information and advice without 
obligation. Please write to the above address. 


*INDUSTRIAL DIAMOND ABSTRACTS: issued monthly, from 1944 onwards, about 
20 pp, 78 x 9Z in. Surveys technical, scientific, and patent literature. 


| *LIST OF PERIODICALS IN THE INDUSTRIAL DIAMOND INFORMATION 
4 BUREAU LIBRARY AT MAY 31, 1958: Alphabetical, 8 pp, 73 x 9} in. A list of 
% periodicals available for loan from the Industrial Diamond Information Bureau Library. 
This does not replace List of Periodicals (above), which is a list of periodicals abstracted 
in Industrial Diamond Abstracts, many of which are not held by the library. 


*IDR REPRINT SERVICE: Classified, authors’ index, subject index of groups, 12 pp, 7% x 
93 in., Sep 1958. (Reprints Is each, post free). 





, 
” *THE DIAMOND RESEARCH LABORATORY: 16 pp, illustr, || x 9 in. Rev ed, 
1956. 
S 
)s SELECTED BIBLIOGRAPHIES: 
* Truing of grinding wheels (from 1910 to 1951). 39 pp, 78x 9Pin. 3rd rev ed, Feb 1952. 
* Diamond as cutting tool for metals and non-metallic materials. 24 pp, 73 x 9} in. 
2nd rev ed, Nov 1950. Name index, 1951. 
Hardness and hardness testing (from |937 to 1955). 118 pp, name index, subject index, 
val 7% x 9Pin. 1955-56. Price 5s 6d. 
a 
ch 
DIAMOND TOOL PATENTS (Patent Monographs) 
1A: Machining metals and non-mstallic substances, by P. Grodzinski, W. Jacobsohn. 
ole 2nd rev ed, 55 pp, 73 x 93 in. Apr 1949. Price 10s. 
ne Il, Ils: Diamond abrasive wheels, by P. Grodzinski. 74 pp, 4 tables, name index, 
. 78x93 in. Aug 1948/49. Price 13s 6d. 
il, Ills: Truing of grinding wheels, by W. Jacobsohn. 133 pp, 82 illustr, name index, 
73 x 9}in. Dec 1948/49. Price £1. 
IV: Polishing of gem diamonds, by W. Jacobsohn. 40 pp, 83 illustr, | table, name 
ific index, 73 x 93 in. December, 1950. Price 12s 6d. 
can 1A to Ills available as compilation in Spirollo binding, price £2 9s. 


THE PRINCIPLES AND DESIGN OF A NUCLEAR RADIATION COUNTER 
WHICH USES A DIAMOND AS ITS DETECTOR, by W. F. Cotty. 18 pp, illuscr, 
7% x 9Pin. Oct 1956, Price 2s 6d 






* Publication free of charge. 
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The Modern Way to Drill 


GLASS: CERAMICS : POTTERY 
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Drill and trepan holes in glass, 
ceramics and pottery—in less than 
a quarter of the time taken with con- 
ventional methods! ‘* Habit’ Tubular 
Diamond Drills, manufactured under con- 
trolled laboratory conditions, have long life, 
always maintain perfect alignment and ensure 
consistent, accurately-sized holes. Bore ejection is 
positive and quick—without stopping or removing the 
drill. The specially designed chuck accepts all sizes of 
* Habit’ drills without adjustment. 


a'r iby 


Tubular Diamond 


Drills * Used in conjunction with 
¢ ’ 
HABIT 


Fully Illustrated Technical Brochure on request Water Supply Equipment 


HABIT DIAMOND TOOLING LIMITED 


LURGAN AVENUE LONDON W.6. Telephone : FULHAM 7944. Telegrams : Habit, London, W..6. 
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